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METAL CLEANER DEPT. 
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Che Right Metal Cleaner 
From the standpoint of the coating operator, the cleaning of the base metal 
prior to coating is one of the most important steps in the total process. It is a well 
recognized fact that the quality of coatings and finished coated products depends, 
to a great exent, on the cleanliness of the base to which the coatings are applied. 
The multiplicity of metal cleaners available and the claims made for each may 
tend to create more or less confusion in the mind of the prospective user. The only 
fact vividly clear to the finish engineer is that the cleaner must produce a metal- 
lurgically clean surface on which to apply finishing materials, and must accomplish 
this result at a moderate unit cost. Metallurgically clean means the absence of any 
materials on the surface which will stimulate corrosion and interfere with the appli- 
cation of a coating, thus causing imperfection or failure of finish. 


Coatings, whether they be metallic, organic, or special chemical treatments are 
applied for some specific purpose—the purpose generally being to give added pro- 
tection and sometimes decoration to the base. Each type of coating material usually 
has fairly definite properties to the extent that for any standard unit of thickness a 
rather definite amount of protection may be expected. It follows then that if the 
most efficient use of coating material is to be made, certain requirements with ref- 
erence to cleaning must be met and a definite scientific basis or ‘yardstick’’ must be 
established by which the finish engineer may gage cleaning requirements and bal- 
ance them against the properties of the various cleaners available. 

The finish engineer responsible for procuring cleaning materials should be fami- 
liar with the trade terms used to designate the different types of cleaners, as well 
as with cleaner composition and the effect that various cleaner components have 
on the cleaning job. A brief survey of plant storage and manufacturing practices 
will be very helpful in indicating, offhand, the type of dirt that will be encountered; 
that is, whether it be mineral oils, animal or vegeable oils, or combinations of these 
oils either alone or with other insoluble matter. Any of these types of dirt will 
require a specific cleaning process, with the cleaner modified to the type of dirt 
involved. 


The final step in selecting a cleaner will be actual service tests. Seldom, if ever, 
is it possible to duplicate production cleaning in the laboratory. Any cleaner worthy 
of consideration is worthy of the slight additional expense involved in testing it 
under actual working conditions. 
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URING the war years plating 
shops and manufacturing 
plants in Southern California 
; were faced with the ever-pres- 
lent threat of having the gas they used 
Yor heating solution and cleaning 
water tanks, drying tunnels, enamel- 
ing furnaces and heat-treating units 
‘shut off when the gas companies re- 
quired such industrial gas for residen- 
“tial consumers. 
| The practice of the Southern Cali- 
fornia Gas Company and Southern 
Counties Gas Company, both of Los 
Angeles, which serve the Southern 
"California area, is to supply industrial 
I ants with gas only when they have 
vailable an extra or surplus amount, 
Nover and above that which is needed 
for domestic accounts. Such surplus 
‘industrial gas is sold to factories and 
shops with the understanding that it 
Mis subject to curtailment or complete 
‘shutoff if the demand by home owners 
‘makes such action necessary, 


Wartime industrial expansion in the 


Los Angeles area resulted in a large 
population increase due to the influx 
of new workers, This upped residential 
gas demands so heavily that the gas 
companies were compclled to invoke 
the conditional clauses in many indus- 
trial contracts by curtailing gas 3up- 
plies. Some factories and shops found 
their gas cut off for two or three 
months in a single year, 

This situation was the actuating fac- 
tor in the development of a dual in- 
dustrial fuel system which now makes 
it possible for shops and factories to 
switch from gas to oil in emergencies 
by providing themselves with an oil 
stand-by or change-over device devel- 
oped during the early part of the war 
and perfected in a series of plant oper- 
ation tests during 1945 and 1946. 

Dual Fueling in Pickling Plant 

The development of the apparatus 
has created considerable interest in 
plating and metal deposition circles 
since the testing of the first devices of 
that nature was done during the past 


Fig. 1—Continuous enameling furnace of the full muffle U-type which was recently installed by 


e Smoot-Holman Co. 


, Inglewood, Calif., for handling porcelain enamel lighting and plumbing 


“fi tes. Believed to be the world’s largest of its kind, the furnace is gas fired except during 
periods of industrial gas shortage, at which time it is served by a switch-over oil-burning unit. 
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year with dual fuel units hooked up 
as stand-by equipment for heating 
solution and cleaning water tanks, a 
deposition drying tunnel and a huge 
new gas-fired enameling furnace in 
the plant of the Smoot-Holman Co., 


Inglewood, Calif., manufacturer of 
porcelain enamel lighting reflectors 
and other parts of industrial illumi- 
nating systems, as well as plumbing 
fixtures, 

Indicative of the fact that the gas 
shortage in Southern California has 
not been ameliorated by the let-down 
in war production is the new $70,000,- 
000 pipe line which the two Los 
Angeles gas companies are at present 
constructing in collaboration with the 
El Paso Natural Gas Co., El Paso, 
Tex., to pipe natural gas from dry gas 
fields in the Texas Panhandle to the 
Los Angeles area, Surveys for the pipe 
line were only started in July and un- 
til the line is completed, industrial 
plants in Southern California are ex- 
pected to be subject to periodic curtail- 
ment of their gas supplies. 

Need for Stand-By Fuel System Seen 


The man who first recognized the 
need for an apparatus with which the 
more amply available Southern Cali- 
fornia supplies of fuel oil or other 
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Fig. 2—Shown at the 
left is the stand - 
Petr-O-Fire unit wi 

which the enameéling 
furnace shown in Fig, 
1 can be changed 
from gas to oil burn. 
ing in emergencies 
by flipping the 
switches on the panel 
board (upper right, 
on outer wall of enam- 
eling furnace) from 
““gas’’ to “oil” opera. 
tion without recalj- 
brating the controls, 


types of petrole- 
um products 
could be burned 
in place of natural gas during short- 
ages of the latter fuel was Cloid 
Hammers, an industrial gas engineer 
for the Southern California Gas Com- 
pany, The need for such an assistance 
fuel system was accentuated by the 
fact that the majority of shops and 
plants in the Los Angeles area are 
equipped to burn gas only in their 
furnaces and drying tunnels, for heat- 
ing plating tanks, cleaning water 
tanks, pickling and drying tanks, and 
other production uses. Hammers at- 
tacked the problem from the stand- 
point of devising a method whereby 
oil, which normally burns as a long 
red flame, could be made to assume 
the flame and combustive character- 
istics of premix gas by burning in the 
form of a short blue flame typical of 
a premix gas flame. 


Tested on Enamel Drying Tunnel 


The technique which ultimately re- 
sulted in the development of the prac- 
tical change-over unit now in opera- 
tion in the Smoot-Holman Company’s 
metal-finishing and enameling depart- 
ments involves a compact setup which 
preheats oil to accomplish complete 
volatilization, Mixed with air in a ven- 
turi mixer, the resultant fuel-air mix- 
ture, when it reaches the premix 
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ste OUR BOOTH A-230 . 


HERE are only three of the thirteen dif- 
ferent finishing operations through which 
an A-F Engineered Overhead Trolley Con- 
veyor System carries filled, hermetically 
sealed containers. The system* includes 
tests for leaks, two washes, two rinses, 
drying, surface treatments, paint dippings, 
stenciling and infra-red drying. From un- 
loading to shipping platform, the work 
flows quickly, efficiently, economically. 
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Because such a system requires a large 
capital investment, much consideration 
was given Alvey-Ferguson’s unusual qual- 
ifications and experience rather than ini- 
tial cost (which was also found to be “‘in 
line.”) Our background of 45 years pro- 
vides a wealth of know-how that enables 
us to engineer, manufacture and install 
completely co-ordinated conveyorized fin- 
ishing systems that solve your particular 
problems. Write today. 


THE ALVEY-FERGUSON COMPANY 


CINCINNATI 9, OHIO 
Cable Address: ‘‘CONVEYOR"” 


Offices In Principal Cities — Coast to Coast 
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Fig. 3—Smoot-Holman’s arrangement of enamel spray booths is shown at the right in this illus- 

tration. The conveyor shown at the left is used to carry the enameled parts into a 60-foot-long 

drying tunnel in which the enamel is dried in 250 to 400-degree heat prior to passage of the parts 
into the enameling furnace. 


burners under the solution or clean- 
ing tanks, in the drying tunnels or in 
the enameling furnace, burns on the 
oil cycle with flame characteristics 
similar to natural gas flame charac- 
teristics. 

Hammers has applied the name 
Petr-O-Fire to the apparatus. When 
the first experimental Petr-O-Fire 
was completed in 1945, Hammers pre- 
vailed upon the heads of the Smoot- 
Holman Company at Inglewood to test 
it in actual operation. Mindful of the 
curtailments which during the pre- 
vious winter had deprived the firm of 
plant gas for some three months, 
Smoot-Holman officials readily agreed 
to have their plant serve as a testing 
ground. 

The company operates a large gas- 
fired drying tunnel with a 60-foot- 
long drying chamber through which 
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lighting reflectors and other parts, wet 
from the enamel spray booths and dip 
tanks, are carried on an automatic con- 
veyor for drying prior to being sent 
through the enameling furnace, Since 
the firm at that time was preparing to 
install a huge U-type full muffle gas- 
burning enameling furnace, as illus- 
trated in Fig. 1, the idea of participat- 
ing in the development of a device that 
might serve to keep the furnace in 
operation during gas curtailment per- 
iods had a special appeal to the com- 
pany’s executives, 


Switch-Over Heating for Acid Dip 


At various times during the war, 
curtailments had caused temporary 
shutdowns of drying and enameling 
operations, as well as work in the 
metal processing department, When 
the first Petr-O-Fire unit had demon- 
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ss aad Be Sune of Your Fiutsh on Frons and Steels! 


Based on a 12-year performance record, increasingly large numbers 
of metal finishers are specifying JETAL BLACK for their work 


EXPERIENCE HAS SHOWN THEM THAT: 
JETAL BLACK 06s on fast (in 5 minutes). 
JETAL BLACK. is a deep black coating. 
JETAL BLACK wears and wears. 

JETAL BLACK won't chip, won’t break, won't 


peel. 
JETAL BLACK lasts longer and gives cutting 


tools longer life. 


JETAL BLACK costs less. 


JETAL BLACK. is easily applied by immersion 
bath or chemical oxidation without current. 
Either way work can be handled in bulk, 
baskets or barrels. 


Get EXTRA RUST RESISTANCE 


Apply JETOIL 1A, an all-around oil type 
after-coating. Prove all JETAL claims by the 
test method. Let ALROSE “JETALIZE” your 
sample product or ask them for a plant dem- 
onstration of the JETAL PROCESS, without 
obligation of course. 


Other ALROSE BLACK METAL FINISHES ARE 
Oxidine B for Blackening Copper and Brass. 
Oxidine Z for Blackening Zinc. 
BON WHITE — An Immersion Tin Finish 
Giving a Bright White on Copper and Brass 
— Ideal for a Soldering Base. 
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strated itself as a practical and quick- 
ly functioning switch-over stand-by 
facility for the drying tunnel, Smoot- 
Holman had a second unit installed to 
serve the pickling, cleaning, rinse 
water and drying tanks. This unit is 
installed just outside the main door 
of the pickling department. 

The installation has attracted con- 
siderable attention in Southern Cali- 
fornia metal-finishing circles. It has 
been inspected by owners of job-shop 
plating firms as well as by plant man- 
agers and production heads of large 
factories that operate metal-finishing 
departments in which the temporary 
lack of gas for solution and water 
tanks, heat-treating furnaces and 
enamel baking equipment would pose 
serious problems of interrupted pro- 
duction. 

The simplicity of the mechanical 
operation of the device, the ease with 
which it can be switched from gas to 
oil-burning by the mere throw of a 


Double A Products Company, Man- 
chester, Mich., manufactures lathes. Light 
parts (braces, pulleys, brackets) and 
heavy parts (gear housings, lathe beds) 
are paint baked. Finishing production has 
been doubled thanks to Jensen “dual heat" 
infra-red oven and loop-around conveyor. 
REASONS: 1. Jensen exclusive ‘‘nested 
lamps” provide far greater heat densi- 
ties. 2. Swivel hook carriers enable con- 
veying countless more parts in far less 
time. @ Note compactness of equipment. 
Oven is only 16’ long. @ Jensen inge- 
nuity can help YOU. Write today! 
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toggle switch and without recalibrat- 
ing the instrumerts or controls, and 
the fact that various types of petrol- 
eum products (kerosene, stove oil, 
naphtha, distillates and other cheaper 
grades of gasoline) have been suc- 
cessfully used in it by the Smoot-Hol- 
man Company are factors which have 
won the attention of shop and factory 
managers, 


Switch-Over Device Described 


The third and most recent unit was 
installed to serve Smoot-Holman’s U- 
type enameling furnace. The Petr-O- 
Fire is set up a few feet from the firing 
side of the 90-foot-long furnace, The 
unit illustrated in Fig, 2 is the one 
which serves the enameling furnace. 
The fundamental parts of the appa- 
ratus consist of a blower, installed 
above a cylindrical preheating cham- 
ber, a venturi mixer, zero gas gover- 
nor and liquid fuel metering chamber. 

The unit has demonstrated that 
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ROTO-FINISH 


An economical 


on many production jobs. Maintains 


very close tolerances. If you have 


method of deburring 


Stevens Safety Lathe 


Spindle Lock 
Through Pulley Cover Nasa ened 


Self-cligning Ball 
Roller Boor g Spind 


work which needs deburring, 


send us samples of both fin- 
* 
ished and unfinished parts 


with details of require- 


ments. 


them — returning 


We will finish 


oll 


Clearance 

for 
Bulky Work 
sty Wows 


them to you with 


full data and our 


recommen- 
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SELECTRO-PLATER 
(Rectifier) 


Wide range of capacities —25 to 5000 am- 
peres all in one cabinet Most capacities 
can be furnished in types 
Standard (with meters and controls); Bdsic 
without meters and controls); Remote 
Control (with separate remote con- 
Other varia- 


several 


-FREDER — 


trels and meters) 
tions may be engineered 
to ydapt Selectro- 
Platers to special 
require- 

ments 


Write for special 


For Safety 
to Operator 
Foot Operating 
Motor Cut-out and Brake 


STEVENS 
SAFETY LATHE 


When the operator's hands are busy the 
Lathe may be instantly stopped by slight 
pressure on the foot brake. Gives latest 
developments in operator's’ protection 
Eliminates many injuries, with resultant 
Write for 


and other 


loss of production time 
booklet on this, 
Mitchell Buffing and Polish 

ing Lathes 


destructive meth- 


od of measuring 


folder on Selec- 
tro-Platers, Mul- 
tiplaters, and 


coatings on 


the Heavy 
other methods, 
Current 


Group. 


plating conforms to 


local thickness of 


metals. 


Measurements made ina 


fraction of time required by 


Eliminates 


costly rejections by quickly 


revealing whether thickness of 


specifications 


For works control or acceptance testing 


tt gives profitable, positive results 


Write for Folder 2125. 
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comparable temperatures can be main- 
tained in the muffle chamber of the 
enameling furnace up to 2,800 deg. on 
either the gas or oil cycle, with identi- 
cal combustion and flame characteris- 
tics. A toggle switch on a panel board 
attached to the exterior of the furnace 
is marked “Oil Oper.” on one side and 
“Gas Oper.” on the other side. Other 
controls on the board are for the Mer- 
coid switch, flame control, spark and 
pump pilots, blower and pump motors, 
main gas valves and spark coils. 

To change over from natural gas to 
oil fuel, it is only necessary to turn the 
switch on the control board from “Gas 
Oper.” to “Oil Oper.’ A solenoid gas 
valve opens and actuates a spark plug 
which ignites a gas burner in the air 
heater for heating the air delivered by 
the blower up to a temperature be- 
tween 525 and 575 deg. F., passing 
subsequently into the venturi mixer. 
The natural gas fuel is then shut off 
from the proportional mixing chamber 
and is immediately followed by an in- 
jection of oil into the heated air 
stream, which becomes volatilized and 
mixed with the air. This fuel-air mix- 


ture is delivered through an insulated 
manifold to the point of firing in the 
enameling furnace, or the drying tun- 
nel or the premix burners in the pick- 
ling and hot water rinse tanks, The 
burners are designed to burn premixed 
air and fuel. 

The Smoot-Holman Company manu- 
factures a wide range of metal prod- 
ucts requiring enamel finishes, For 
nearly 30 years the firm has special- 
ized in designing’ industrial and com- 
mercial lighting fixtures. It turns out 
large numbers of porcelain enamel re- 
flectors, floodlights and fluorescent 
equipment, vaporproof lighting units 
and small parts. 


World’s Largest Enameling Furnace 


As one of its major expansion steps, 
the Smoot-Holman Company installed 
what is believed to be the world’s larg- 
est U-type continuous enameling fur- 
nace. Designed essentially for gas 
firing, the furnace is equipped with 
one of the three Petr-O-Fire units 
described above for emergency 
change-over to oil fuel. The furnace 
was designed and built by the Ferro 


Fig. 4—Shown here is a portion of the automatic conveyor system in the Smoot-Holman plant on 
which enameled reflectors and other metal finished parts are transported from the enamel tanks 


i, 


and spray booths, through a drying tunnel, &nd then into the enameling furnace. 























FOR CERTAINTY IN CHEMICAL CONTROL 


Rely on B&R Reagents 


Skill... science ...these are the watchwords 
of advanced plating practices. More and 
more the old “hit and miss” methods give 
way to the precision that comes with chemi- 
cal control. That is why so many modern 
platers rely on their chemists to safeguard 
the quality and utility of finishes from ac- 
ceptance of raw materials to final testing of 
the plated products. 


For certainty in such responsible work, de- 
pend on B&A Reagents. 


These high purity products of General Chem- 
ical Company’s Baker & Adamson Division 
are chemical micrometers for your most ex- 


REAGENTS 


acting analyses. They are made to the 
decimal-point accuracy of A.C.S. standards 
. . . and are backed by all the specialized 
skills and science Baker & Adamson has de- 
veloped in 64 years of “setting the pace in 
chemical purity?’ 

Extensive stocks of B&A Reagents are 
carried at the Company’s own chain of re- 
gional warehouses from coast to coast.* Use 
the one nearest you to fill your reagent 
needs. By telling the B&A Technical Ser- 
viceman your month-to-month requirements 
he can plan with you in building these 
local stocks to supply you quickly . . . con- 
veniently . . . whenever you call. 


GENERAL CHEMICAL COMPANY 


BAKER & ADAMSON DIVISION 


meme ———— 40 RECTOR STREET, NEW YORK 6, N.Y, °= = ees 
pet a and Technical Service Ofees Albany* © Atlanta © Baltimore * Birmingham® «© Boston * Bridge 
Chi. 


STANDARD 


PuRnity lo® ¢ Charlowe* © 


Los Angeles* ¢ gee on ys a. 
San Francisco® ° 


ee eae ani ° De 


nver © Detroit* ¢ Houston * Kansas 7 
w York* ¢ Philadelphia* © Pictsburgh* © Providence © St. Louis® 
Seattle * Wenatchee (Wash.) ¢ Yakima (Wash.) 


In Wisconsin: General Chernical Wisconsin Corporation, Milwaukee, Wis. 
In Canada: The Nichols Chemical Company, Limited * Montreal* * Toronto* * Vancouver* 


FINE CHEMICALS 
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SETTING THE PACE 


1N CHEMICAL PURITY SINCE .1882 


* Complete stocks carried here, 
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Enamel Corporation of Cleveland, 
Ohio, It is 90 feet long and has a burn- 
ing chamber measuring 18 feet 8 inch- 
es in length x 9 feet 3 inches in width 
x 714 feet in height . 

Including the preheating zone, the 
enameled parts travel a total distance 
of 160 feet. The furnace has a rated 
capacity of 7,000 cubic feet of gas per 
hour, but is usually held down to 6,000 
cubic feet on high fire. The enameling 
section of the oven is designed to oper- 
ate at 1,500 deg. F, when the parts are 
passing through on the conveyor. Tem- 
perature in the combustion tunnel is 
approximately 2,500 deg. Fahrenheit. 

A heat seal is installed at the fur- 
nace entrance, Hot air is recirculated 
to prevent heat loss by drawing the 
hot air into ducts and returning it to 
the drying zone of the furnace. 


Enamel Dip Tanks and Spray Booths 


Smoot-Holman products are given 
their enamel coatings by the spray or 
dip method, depending on the size of 
the article, The deposit application 
equipment consists of six enamel dip 
tanks and six spray booths. The tanks 
have dimensions of 2 feet wide x 6 feet 
long x 1 foot deep. They are used for 
dip enameling reflectors and other 
parts which lend themselves to com- 
plete immersion, Company practice is 
to spray the third and final coating 
on all items, regardless of size. 

The Smoot-Holman Company oper- 
ates a large pickling department for 


pre-enameling preparation of the 
stamped steel, cast iron or aluminum 
base metal. The pickling and cleaning 
operations are conducted in a 25 x 25- 
foot room adjacent to the enameling 
and vitrifying departments, The pick- 
ling room is equipped with five large 
dip tanks and one drying tank, each 
measuring 4 x 4 x 10 feet long. 


Pickling Room Facilities 


Upon arriving in the pickling de- 
partment from the stamping presses, 
the unfinished parts are placed ina 
Monel acid-resisting wire basket de- 
signed to fit easily into the tanks for 
complete immersion of the parts, The 
wire basket measures 30 inches in 
depth x 36 inches in width x 8 feet in 
length, An overhead hoist is used to 
lift the basket into and out of the 
tanks, 

The tank facilities consist of the fel- 
lowing, listed in the order in which 
the reflectors and other parts are im- 
mersed: a steel alkali solution tank 
for degreasing; a steel hot-water rinse 
tank; a wooden pickling tank contain- 
ing a 7 per cent solution of sulphuric 
acid; a steel cold water rinse tank; 
and a steel soda dip tank. 

From the soda dip, the basketed 
parts are hoisted into a dryer tank. 
This tank originally was equipped with 
burners for using gas only for heating 
purposes, Premix burners in the dry- 
ing tank and immersion tube burners 
in the acid tank to keep the acid bath 






















Pat. Appl. for 


MABOR DIP-AGITATOR (8 Sizes) 


cama @ A sturdy portable volume producer for heavy duty problems 
that cleans all metal, no matter what the shape, free of all 
types of dirt and contamination—FAST ° EASILY! 

@ Utilizes any cleaning solution or solvent, and requires little 
= heat (steam, gas, oil, or electricity). 

@ Cleans © Washes ¢ Strips Paint © Rust Proofs © Removes 
Carbon e Coats, etc. 

e@ Ideal for Production e Repair e Maintenance e Finishing 
Garages e Bakeries e Railroad Shops e Typewriter Repair, etc. 


MABOR CO., Route 3, Box 77, Rahway, New Jersey 


Data on request, at once. 
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with COLOR and TEXTURE 


Texture and color are only a part of the Wrinkle 
story. Economy, durability, production time-sav- 
ing are other parts of the story of the most 
versatile of all industrial coatings. 

If you are not already using Wrinkle, it will 
pay you to investigate. And if you are among 
the thousands of users, you'll be interested in 
new developments in Wrinkle . . . for instance, 
in the synthetic rubber-base, and resin emulsion- 
base flexible Wrinkle coatings. 

There are literally hundreds of controlled 
Wrinkle textures, and an unlimited variety of 
color combinations for every conceivable appli- 


cation to either flexible or non-flexible surfaces. 
No other industrial finishing material offers so 
much in distinctive decoration and protection. 

Eye-appeal .. buy-appeal . . long-lasting protec- 
tion . . and unequalled production economy are 
the unmatched characteristics of versatile Wrinkle. 


Write for ‘New Wrinkles in Finishing, 

+ «+ « bi-monthly report on Wrinkle 
developments and applications. It lists 
opproximotely 200 manufacturers of 
Wrinkle finishes and coatings. One or 
more are neor you. 


Vela Rtn op dere os 





Offices and Research Laboratories 


New Wrinkle, Inc., 1765 Springfield St, Dayton 3, Ohio 
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at working temperature are now used, 
Both tanks can be switched from gas 
to oil fuel in emergencies by virtue of 
the Petr-O-Fire unit installed outside 
the door of the pickling room. 
Apply Three Enamel Coatings 

As shown in Fig. 3, the enamel 
spray booths and dip tanks are set up 
in the main factory area in which the 
drying tunnels and enameling furnaces 
are installed. The assembly-line prin- 
ciple of operations is employed by hav- 
ing the facilities installed so that the 
products move in sequential order 
from the stamping presses, to the 
heat treating department, then to the 
pickling department and finally to the 
dip tanks or spray booths. 

A continuous conveyor moves past 
the booths and dip tanks, permitting 
the workmen to hook the enameled 
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Fig. 5 — The Smoot. 
Holman Company util. 
izes two gas - fired 
porcelain enamel box 
type furnaces of the 
type shown herein to 
augment production 
at the U-type enam- 
eling furnace. Elon- 
gated reflectors of the 
type visible at the 
furnace mouth and 
smaller circular re. 
flectors of the kind 
shown at the left 
backgroundare shunt- 
ed into the furnace 
with a Ferro charg- 
ing fork (center), 


parts, after each 
of the three coat- 
ing applications, 
to wire hangers 
on the conveyor 
which transports 
them, successive: 
ly, through the 
drying tunnel and 
into and through 
the U-type enam- 
eling furnace. 
The ground or first coating is ap- 
plied by the dip or spray method, de- 
pending on the size of the part, The 
parts make a trip through the drying 
tunnel and furnace after each appli- 
cation of a coating, or three separate 
trips, The thickness of the enamel de- 
posit depends on the size and type of 
the article and the characteristics of 
the base metal, The firm manufactur- 
es so many items of different size and 
shape that the citation of a typical de- 
posit thickness would be difficult. 


60-Foot Enamel Drying Tunnel 


The drying tunnel operated in the 
Smoot-Holman plant was also origi- 
nally intended for the exclusive use of 
gas fuel. The tunnel is 60 feet long 
and 8 feet high and wide, The parts 
moving through on the conveyor for 
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a better. baked finish 
FN METI AE ea RCEE ETE 
‘ for PRESSED WOOD TILE BOARD | 
: 
s CHARACTERISTICS: | 
rs Tough and durable . . . retains original H 
luster indefinitely . . . complete color stability 
a ... easily kept clean and sanitary .. . prac- 
| tically immune to soap and cleaning com- 
: pounds... high resistance to marring, chip- f 
x ping and scratching. } 
i 
APPLICATION: f 
- . i 
. One coat primer followed by one coat of ; 
e finish. (Additional coats of finish may be r 
. 7 t 
B used when desired. ) f 
e BAKING TIME: ‘ 
' Primer: 15 minutes at 250° F. or air-dried overnight. is 
; Finish: 30 minutes at 250° F. 
| All Vedoe finishes are developed for a specific use, 
then slightly varied to best fit each customer’s pro- 
duction setup. Write today for more information 
about these “better finishes”. Also ask for your copy 
| of the new booklet, A Review of Product Finishing 
with Organic Coatings. 














drying of the enamel are subjected to 
heat ranging from 250 to 400 deg. F. 
When the drying tunnel is being oper- 
ated on the oil cycle, the Petr-O-Fire 
unit which is set up outside the en- 
trance to the tunnel fires directly into 
the plenum chamber. 

The speed of the conveyor is geared 
to the time the different parts must be 
kept in the enameling furnace. As 
shown in Fig, 4, the conveyor moves 
continuously past the dip tanks and 
spray booths, through the drying tun- 
nel and through the furnace, The fiz- 
zure quality of the steel base metal 
and the thickness of the enamel de- 
posit determine the length of furnace 
time, Enameled stamped steel items 
are allowed a total furnace time of 
20 minutes of which 314 minutes is in 
the firing zone. Cast iron items are 
given a somewhat longer furnace time. 

The Smoot-Holman Company finds 
it economically impractical to shut 
down the furnace completely when pro- 
duction is temporarily at a standstill 








LUSTREBRIGHT 


Bright Nickel Process 


Produces Brilliant Adherent Nickel Deposits. 
Ideal Bose for Chromium. 
No color buffing © No re-cleaning * No 
re-racking *® No special solutions. Merely 
add to cold nickel solution, still or mechan- 
ical © No extra equipment. 
Guaranteed not to harm 
Nickel Solutions 
Illustration shows unbuffed deposits before 
and after Lustrebright. 
Write for complete information. 


W. C. BRATE COMPANY 


Established 1860 
16 MARKET ST. ALBANY, N. Y. 
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in the plant. It would take three days 
to cool the furnace down and another 
full day to reheat it to working tem- 
perature. For that reason, the fire is 
never extinguished and the furnace is 
kept burning at a reduced temperature 
of about 1,400 deg. F. when not in 
actual use as compared with 2,500 
degrees when working. 


Two Enamel Box Furnaces 


Smoot-Holman also operates two 
gas-fired enamel box furnaces of the 
type shown in Fig. 5 to supplement 
production at the U-type furnace. 
These are fired with gas exclusively 
and have no stand-by oil fueling units, 
They are the product of the Ferro 
Enamel Corporation and were de- 
signed and built to Smoot-Holman 
needs, They are classified as Alundum 
V-bottom natural gas-fired box type 
furnaces with 5 x 12-foot hearths and 
automatic remote control facilities, 
and are served by an air-operated 
charging fork with which the parts 
are shunted into the firing chamber. 

As a result of the successful oper- 
ation of the dual firing systems in the 
Smoot-Holman plant, a number of 
similar units have been installed in 
other Southern California metal proc- 
essing and enameling factories, The 
U.S. Porcelain Enamel Company has 
installed two Petr-O-Fire units as 
auxiliary fuel systems in its Los An- 
geles plant. Pacific Wire Products 
Company of Los Angeles has installed 
one in its metal processing depart- 
ment. O’Keefe & Merrit Co., Los An- 
geles, recently completed installation 
on a Petr-O-Fire for use in connection 
with a drying tunnel used for drying 
enameled gas range and oven sections. 
The Metlox Manufacturing Co., Man- 
hattan Beach, Calif., the American 
Ceramic Company and Ceramic Deco- 
rating Company of Los Angeles ar! 
among firms which use the dual firing 
unit for stand-by firing of annealing 
ovens, pottery and glass kilns. 
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From jobs 


like this.... 


Drying finishes on various shapes of 

metal parts. (Photo courtesy Fostoria 

Pressed Steel Corporation, Manufac- 
turers of Infra-Red Equipment.) 





...to jobs 





like this 


Touch-up drying of prime coats on 
automobile bodies. (Photo courtesy 
C. M. Hall Lamp Company, Manufac- 
turers of Radiair Infra-Red Ovens.) 


Count on INFRA-RED to save 


drying time, cut finishing costs! 


Whether your finishing job is large or small, it will pay you to investigate 
the time- and money-saving advantages of Infra-Red. 


In application after application—from small metal parts to complete 
automobile bodies— Infra-Red is speeding production, improving quality 
of workmanship, cutting down the number of rejects. 


FOR BEST RESULTS WITH INFRA-RED 


come to the company that’s first in the field of Infra-Red Lamps. Wabash 

developed the special tungsten filament that provides uniform distribution 

of radiant energy— at the best wave lengths for the purpose. Wabash locks 

every lamp with the famous “Superlok” base that even terrific tunnel 
temperatures cannot loosen. 


And Wabash is ready to help you engineer each job. 


Wabash Corporation, 345 Carroll St., Bklyn 31, N. Y. 






SYLVANIA’ ELECTRIC 


Wabash Corporation, a subsidiary of Sylvania Electric Products Inc. 
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Ganrel finishing of 
Metal Products 


Part 3—A Discussion of the Care, Maintenance and 
Reclamation of Steel Burnishing Materials 


By H. LEROY BEAVER 


Barrel Finishing Consultant 
Lansdale, Pennsylvania 


HEN we suggested just two 

months ago that readers of 

the current series of discus- 

sions on barrel finishing 
might submit their problems for so- 
lution to this division of the editorial 
department, we were not prepared for 
the type of difficulty that might first 
arise, Originally, the planned layout 
for this month was a continuation of 
the discussion of factors in the selec- 
tion of barrels. Now this will have to 
be deferred for a time to provide for 
the current discussion. 

Here are a few of the present crop 
of questions: ‘‘Our work seems to come 
from the barrel with a dull and listless 
look.” ‘We were out of production on 
that part of our line that we barrel 
finished and now we find that our 
steel balls had rusted. We washed 
them off in gasoline and removed all 
the rust, but we cannot get satisfac- 
tory finishes.” “Our burnishing balls 
were carefully stored in crocks and 
kept covered with a solution of cream 
of tartar water in the proportion of 
4 oz./gal, but the results we get are 
really bad. What can you suggest 
might be our trouble?” “We kept our 
burnishing balls in cans covered with 
soapy water, but through neglect the 
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water evaporated and the top layer of 
balls is now rusted badly. Must we 
throw them away and buy new ma- 
terial?” 

All of the above quotations from 
letters come from concerns who have 
been more or less inactive throughout 
the war production period, but they 
could only possibly represent very few 
of those who have this trouble with 
defective or deteriotated burnishing 
material. This matter of reclamation 
and maintenance is especially impor- 
tant right at the moment for the 
reason that in most cases the best 
delivery promises that can be had 
from manufacturers of burnishing 
balls and burnishing shapes is from 
four to eight months, and every manu- 
facturer that we know of has such a 
terrific backlog of unfilled orders that 
we doubt whether many of the orders 
now on file could be filled within the 
four to eight months as promised. 

The proper maintenance of the steel 
burnishing material is one of the very 
important factors that must be scrup- 
ulously attended to if continuous sat- 
isfactory finishes are to be obtained. 
We will therefore first discuss the 
most prevalent cause of defective steel 
burnishing material and the one with 
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EQUIPMENT 


for the surface 
treatment of metals 





SEE THIS MACHINE at the show... 
PUT ONE TO WORK in your plant 


Ransohoff Exhibit 
at 
National Metal Show 
Atlantic City 
Space C245 


COMBINATION DRUM AND CONVEYOR TYPE 
WASH, RINSE AND DRY MACHINE 


A" the National Metal Exposition in Atlantic City from November 18 to 22 
this machine will be on dress parade in Space C245. See the numerous 
features and how it takes small work in the drum section and large work on 
the conveyor belt. Observe the RANSOHOFF PACKLESS Vertical Centrifugal 
Pump and the UNI-DRAIN which combines all drains into one common drain 
leading to the sewer. 

Ask the RANSOHOFF ENGINEERS at the Show how this remarkable two- 
in-one machine can save time and labor in your own plant. . . how it fits 
right into your plant layout to save floor space and multiple installations .. . | 
how it makes products better. 


N. Ransohoff, Ine. 
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which we come into contact most fre- 
quently in our various comings and 
goings; namely, rust. 

Any highly polished steel burnishing 
materials should never be left to stand 
any length of time exposed to the air, 
whether they are wet or dry, because 
the attacks of rust come so quickly 
as to be at times almost unbelievable, 
and once material has rusted, it is al- 
ways unsatisfactory for use until after 
it has been reconditioned, Before we 
discuss the actual reconditioning proc- 
ess perhaps we had better explain just 
how a burnishing ball is made, We 
have, of course, the two halves of the 
die which forms the ball blanks from 





Fig. 1—This illustration shows the effect of a 
rust spot on a burnishing ball. 


steel wire delivered by an automatic 
feed that feeds a sufficient length of 
stock so that when sheared off and 
passed to the die it will form one ball. 
As the dies close, this steel slug, as 
it is called, is upset and at the closure 
point of the die a ridge or flange of 
metal is formed around the equator of 
the ball, At each end of the ball that 
we call the poles, a small disc of the 
end grain of the wire slug is exposed 
since the skin of the wire never folds 
down completely over the poles of the 
balls. As a second step in production, 
the ball blanks are passed through 
automatic filing machines and the 
flange or fin around the equator is 
literally filed off, leaving an end grain 
exposure here as well as at the poles, 
and it is at these points that rust oc- 
curs, 
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It is bad enough to have a load of 
burnishing materials, whether balls or 
shapes, become rusted either through 
accident or neglect, but it is even 
worse to undertake to use such rusted 
material and expect satisfactory 
burnished finishes. Burnishing ma- 
terials, loaded into the barrels with 
shovels, often wider than the barrel 
opening, are tricky things to handle 
and especially so when the operators 
hands are covered with a film of soapy 
water, and for that reason shovelful 
after shovelful of material is spilled on 
the floor, Sometimes these spilled balls 
are not completely gathered up when 
spilled and those that are salvaged 
later, and almost invariably rust pit- 
ted, are just tossed into the barrel 
along with the good material and 
thereby the entire mass is leveled with 
rusty material and satisfactory results 
are practically impossible. 

It is well enough to say to us “We 
washed off all the rust with gasoline, 
and the material looks bright,” but 
that is not enough, It must be remem- 
bered that every rust spot that ap- 
pears on the surface of a ball repre- 
sents a pit in the surface and while it 
it true that you can remove the oxide 
stain with gasoline, what of the re- 
maining pit on the surface of the ball? 
Let us try to help you visualize it 
somewhat after this manner, 

Fig. 1 shows two circles each rep- 
resenting the same ball. At A'the ball 
is shown with a rust spot on the sur- 
face which is jagged and irregular as 
such spots generally are. Now let us 
look at B which is the same ball sliced 
in half and we are looking at the cross 
section directly through the center of 
the rough spot.You will notice that the 
edges and projections left by the rust 
spot are just as clean and sharp as 
the serrations on a new file, and know- 
ing that it is not difficult to under- 
stand what happens to parts in proc- 
ess, It is not necessary to have an en- 
tire load of material become rusty, for 
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; Snaps belt as it leaves 
esto Contact Wheels the work. Beats it clean 
/ with 72 hammer blows per 


Unequalled For Semi-Automatic revolution (14 wheel). 
Or Hand Finishing 


Run Cool - Hold Their Shape 
Safer and Easier to Use 


Keep Belts Clean 
Double Output 
Double Belt Life 





No More Fighting Clogged Belts 


At last, a soft, synthetic rubber wheel that runs 
cool. Five plies of cool-running truck-tire rayon 
around the outside hold its shape. Holes thru and 
thru beneath the surface give added cooling. 


What is more, the holes cause hammer-blow action 
and beat the belt clean. Clogging is eliminated — 
belts keep cutting until grain is worn off. Produces 
faster, more uniform polishing. Fewer Reworks — 
Adjustable spring tension with snubber action Fewer Rejects. 
eliminates vibration and assures a smooth run- 
ning belt even with out-of-round wheels or irreg- 
ular work application. Rugged all steel con- 
struction. Double sealed ball bearings. Perfectly 
balanced aluminum pulley. Carried in stock. 
Jobbers in principal cities. 


Actual tests on production work show twice the 
output per hour and doubled production per belt. 


RESULTS TALK. Try a PRESTO Contact Wheel 
and see for yourself. Furnished in 9” and 14” 
diameters; 2”, 3” or 4” wide. 

Jobbers in principal cities. 


ze MAN DERSCHEID Zo. 


810 Fulton Street, Chicago 7, Illinois 


Serving the Metal Finishing Trade over 35 Years. 
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DO YOU WORK WITH 











If you work with any of these products you 
should know about the latest development in 
HOWARD cleaning and finishing equipment. 
No matter what metals you use, HOWARD 
builds machinery with the very latest methods 
and designs to meet perfectly all operating 
requirements. 


Our engineers will gladly offer recommenda- 
tions on cost, methods and machinery — no 
obligation. 


MACHINERY FOR PICKLING — TUMBLING — 


DEBURRING — WASHING — QUENCHING — 
DRYING — BURNISHING 


Write for new 48-page Catalog. 


HOWARD 


2247 Buck St. 
Cincinnati 14, Ohio 








Engineering & Mfg. Co. 
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even a very small proportion of such 
rust pitted balls will be quite sufficient 
to defeat the securing of the most sat- 
isfactory barrel finishing results. If 
is easy enough to say, “Well its quit- 
ting time and I won’t bother to put 
that tray of balls back in the barrel, 
but I’ll attend to that first thing in 
the morning,” and that is just enough 
time to have rust cast spread all over 
the surface of the exposed materials 
and ruin them for all satisfactory re- 
sults, 

Then there is a third common prac- 
tice that results in pitted balls. We 
think we know the reason and will give 
you our theory of it, It has always 
been assumed that if balls were left 
in the barrel and kept covered with 
soapy water that they would remain 
in perfect condition, This does not hold 
true because we know of cases where 
balls kept in this way turned out after 
a considerable period of such storage 
to be badly pitted. Did you ever see a 


‘worn liner taken from a barrel and 
‘did you notice the layer of muck and 


scum back of the old liner ? Our theory 
is that this accumulation, which might 
be the worn leftovers of greasy soap 
base after the alkali had been ex- 
hausted, coupled with greases and 
other materials carried into the bar- 
rel through improper cleaning, con- 
tributes to this mass. Sooner or later 
such a mass of material will decom- 
pose and with decomposition comes 
fermentation and following fermenta- 
tion we have the creation or formation 
of acids that work their way through 
the seams of the liner and into the 
water covering the burnishing mater- 
ial. The pitting in cases like this is 
identical to that which takes place 
when organic acids are present in the 
water supply. When barrels are left 
idle it is good practice to operate them 
with a new charge of soap and water 
at least for half an hour each week, 
for when this practice is followed we 
do not have the pitting as above de- 
scribed, 
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Accurate Check Chart Shows 
You the ONE Lacquer that’s 
RIGHT for the Job 








Tuene’s only one sound basis on which to 
select the right lacquer for a particular job 
-one that will mean competitive survival 
for your product. And that’s by selecting 
the lacquer with properties best suited to 
withstand conditions your product will 
meet in service. This simple check chart 
enables you to do just that—quickly and 


CONSIDER THIS REFRIGERATOR SHELF, 
made of zinc-coated steel with a pro- 


easily. é ; : : 
: tective, corrosion-resistant, Anozinc 

All values are conservative .. . based on treatment. Manufacturer's speci- 
severe laboratory tests. From the 14 fications called for a finishing lacquer, 
Unichrome lacquers, each with a different which needed high gloss, adhesion, 


combination of properties, you can pick the and resistance to moisture, perspira- 
tion, soap, organic and inorganic 


tight” finish for bigess the al jobs. acids, alkalies, and abrasion. The 

For complete information—write today check chart showed that for a clear 

to your nearest United Chromium office. lacquer, B-132 had the best combina- 
tion of these properties. 


ME) PROCESSES AND MATERIALS 


| C i Q 0 FOR SURFACES THAT SURVIVE 
hromium Plating - Porous Chromium - Unichrome* 
Copper + Unichrome Lacquers + Ucilon* Protective 
Coatings Unichrome Stop-Off Lacquers and Com- 











pounds + Unichrome Dips + Unichrome Rack 
UNITED CHROMIUM, INCORPORATED Coatings - Anozinc* Compounds - Unichrome Strip 
51 E. 42nd St., New York 17, N. Y. *Trade Mark Reg. U S. Pat Off 


Detroit 7, Mich. ° Waterbury 90,Conn. + Chicago 4,1. +* Oayton 2,Ohieo «+ Les Angeles 11, Cal. 
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Now we come to the final cause of 
pitting which will be discussed in this 
paper. For many years most barrel 
manufacturers blandly made the 


‘recommendation that steel balls and 


other forms when not in use should be 
stored in a solution of cream of tartar 
and the recommendations ran all the 
way from 2 0z./gal. to 6 oz./gal, This 
is just about the worst thing you could 
do to highly polished steel balls, How 
did this process originate and who is 
responsible for it? Well that is a fair 
question and so we tried to find the 
answer, and this is most likely what 
has happened, 

We have it from our good friend 


AND PROTECTION 


SY 


ROUGH ! 


Edmont palm coated 
gloves give extra protec- 
tion where hands are 
subjected to rough, abra- 
sive materials. Rubber 
bonded to fabric on all 
wearing surfaces makes 
them tough, wear and tear resistant — canvas 
back permits ventilation. Comfortable as a 
cotton glove but many times the wear. 


MRatt ase BEG v 5 Pal OFF 


509 Orange St. « « « © COSHOCTON, OHIO 
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George Gehling, a plater of many 
years’ experience and a’'past supreme 
president of the American Electro- 
platers’ Society, that, shall we say 
about forty years ago, there came to 
Union City on the Naughtuck in Con- 
necticut, from England, a plater 
named Haynes. He brought with him 
a method for caring for brass parts 
that had just passed through what 
was termed as the “ashing” process. 
After the parts were ashed (an oper- 
ation not unlike scouring) it was his 
recommendation that they be im- 
mersed in a solution of cream of tar- 
tar and water to prevent tarnish and 
discoloration until they passed onto 
the next production stage, Originally, 
this solution was 2 oz./gal., but per- 


haps through the over zealousness of. 


some cream of tartar salesman the 
proportion was gradually stepped up to 
the 6 oz./gal. we sometimes find 
recommended. We believe it is safe to 
assume that from this beginning of 
two parts of this to one of that, thata 
lot of misconceptions in barrel finish- 
ing procedure developed. 

It is not strange that some chap 
might have reasoned that if such’a 
solution would protect brass parts 
that it would also be a fine thing for 
steel balls, Well, it did not turn out to 
be so and therefore let us caution you 
not, under any circumstances, to use 
this cream of tartar solution as a 
storage method. Take a beaker and 
make up a solution of either 2, 4, or 6 
oz./gal, of cream of tartar and tap 
water, Add to this a handful of new 
polished steel burnishing materials. 
Let this stand a week and then ex- 
amine it. It will tell its own story. 

Before proceeding to the remedy for 
the conditions as above described, 
there is one other source of trouble 
that develops with steel burnishing 
material caused by a woeful lack of 
understanding of the use of soap by 
the average barrel operator, and es- 
pecially so when hard water is the 
only kind available for use in the lu- 
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“PACKAGE” your product to Sell 





with one coat of 
MeW's gleaming METALUSTRE 


Slip your product into a shimmering coat of Metalustre and put yourself a 
step ahead of the field in getting people to take what you make. Available 
in practically every color, as either a lacquer or synthetic finish to meet 
individual production requirements, Metalustre contains metallic powder 

. .air-dries quickly or bakes to a lustrous metallic finish that really gleams 


and “sells”... and with just a one-coat application. 
PI 


What’s more, Metalustre is a durable, tough finish that resists perspira- 
tion, outdoor elements. Its combination of good adhesion plus flexibility 
prevents chipping or peeling when objects finished with Metalustre are 
dented or bent. Metalustre may be used on most metals, wood or plastic 
with either the spray or dip method. Write today for Technical Data 


Bulletin 102 and the Metalustre color card. 


PIONEERS 
1N PROTECTION 


ae / ... here dnt goes ecth frnirhing protlems 


oem ERE SSC eas © 


MAAS \ / & WALDSTEIN COMPANY ‘iw'iresi: 


‘alk bebad Acta Cilcage 12 <* 6 Jersey Street, Boston 15 + - 1075) Venice Boulevard, ie ee a : 
enoeeeens OF LACQUERS; ENAMELS, SYNTHETICS AND srREIANESD PRODUCTION FIMFENES 
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bricating fluid. The presence of cal- 
cium or magnesium in the water sup- 
ply produces hard water and unless 
some medium is used in conjunction 
with the soap itself to provide for se- 
questration of these calcium and mag- 
nésium elements, we will then have 
formations of insoluble lime or mag- 
nesium soaps deposited on the surface 
of the burnishing materials, and such 
films simply defeat the best efforts 
in obtaining satisfactory finishes. It 
is the exception rather than the rule 
to find a barrel in operation where the 
material is bright and clean or shall 
we say in new condition, but it is pos- 
sible to maintain it in just that way 
and by use of the same procedure as 
will be recommended for the removal 
of pits and rust. Remember that your 
parts will be just as bright as is 
your burnishing material, If the ma- 
terial is covered by this insoluble soap 
film it is not enough to say ‘Well, we 
will just toss in a shovelful of caustic 





If its metal polishing or metal finish- 
ing you want, check LUPOMATIC. 





For efficiency in finishing metal 
parts, install a DEBURRMASTER. 

Save time, money and produce 
assured results. 


LUPOMATIC TUMBLING MACHINE CO., INC. 


4510 BULLARD AVE. BRONX, N. Y. 
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soda and a couple buckets of hot water 
and run the barrel for a while.” It will 
be far better to spend a little more 
time and do the job as it should be 
done. 

Now that we have covered the prin- 
cipal elements that lead to rust and 
pitting you will want to know just 
what to do to refinish and recondition 
the material, First secure an ordinary 
magnifying glass, This you will find at 
the stationery counter in most every 
five and ten cent store and it can be 
purchased for not more than a quarter, 
Even though you may boast of having 
20-20 vision, that still will not suffice 
to determine the pitted condition of 
steel burnishing material. Wash, rinse, 
and dry a handful of the materials 
and then examine them through the 
glass, If pitting is present, you wil 
immediately see it and it will be so 
manifest that you will recognize the 
need for some remedial treatment. If 


the material is rusted onto lumps that ° 


run from as large as a walnut to al- 
most as large as your head, then there 
is not much hope for it, however, if it 
is all still separate but rusty, then 
there is a chance to reclaim it. If after 
examining your materials you are in 
doubt, then send us a small sample—a 
teaspoonful will do—and we will try 
to advise you the entire procedure to 
be followed, 

To refinish and reclaim such ma- 
terial will require an unlined barrel. 
It may be the cylindrical type, either 
high and narrow or long and narrow, 
or it may be of the oblique tilting type. 
If you use either of the closed type of 
barrels be sure that the barrel is prop- 
erly vented, this precaution however is 
not observed on the oblique tilting 
type which is, of course, an open end 
barrel. 

If your material is badly rusted, but 
not welded into lumps, place a suitable 
quantity in the barrel, add water to 
just the surface of the mass and then 
start the barrel in operation, adding 
just enough sharp builders’ sand to 
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MASSEY-HARRIS 
Production Speeded by 
Prompt DESPATCH Service 


IT TOOK JUST 85 DAYS to design, build and 
install the large 117-foot tunnel conveyor 
DESPATCH Finish Baking Oven at Massey- 
Harris’ new plant at Racine, Wis. Ordered 
April 25, the oven was ready for operation 
July 19, 1946. 

Equipped with a 3,000,000 BTU direct 
fired gas heater this oven operates at 180° F. 
and finishes up to 40,000 Ibs. per hour. 

This speedy installation was made possible 
by complete cooperation of the customer, ac- 





DESPATCH 


\ OVEN COMPANY “'™"isrocrs ss 
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from START 


to FINISH 
Dw» 














tive expeditingYof materials, and smooth 
inter-coordination of purchasing, engineer- 
ing and production within DESPATCH'S large 
organization. Result: better finishing and in- 
creased production. 

Whether you need a single oven or a com- 
plete Finishing System, you can depend on 
the ability and experience behind 44 years 
of DESPATCH service. It can help you get 
into production weeks or months ahead of your 
most optimistic estimates! 


WIRE, PHONE, OR WRITE immediately if 
you are in urgent need of finishing equipment. 
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make a creamy solution of about the 
consistency of ordinary table cream. 
It is not always easy to judge the 
proper quantity when a closed barrel 
is used, but if you will start with three 
pounds of.sand to each gallon of water 
that should be about right. Operate the 
barrel until all signs of rust have been 
ground away and examine the edges 
of the pits with your glass to be sure 
that they are well rounded off. Now 
wash out the sand solution as com- 
pletely as you can and then add a 
charge of water and soap and operate 
with this for say half an hour and in 
this cycle you will remove all remain- 
ders of sandy muck, and the heavy 
soap lather will hold most of this in 
suspension so that it can be rinsed 
away. 

After you have completed the sand 
run and cleaned both barrel and ma- 
terials, start all over again by adding 
water to the level of the mass in the 
barrel, but keep account of the num- 
ber of gallons of water used. Now to 
each gallon of water in the barrel add 
one pound of Allwood Vienna Lime. 
Examine the barrel vent to see that it 
is functioning correctly and if no vent 
is present then be sure to release the 
pressure on the lid opening at least 
each two hours of operation to vent off 
the expanded air. If you do not do this 
and wait till the operation is com- 
pleted you may find yourself liberally 
sprayed with lime whitewash. The 
final or lime treatment is identical to 





ALLWOOD 


‘Vienna Brand” Lime 


Made from Limestone that is identical in chemical 
analysis and geological structure with European 
Imported Lime. Tests show a ‘‘lime cake’’ made 
from Allwood ‘'Vienna Brand"’ Lime equals the 
finish made from imported lime. 


WRITE FOR FULL PARTICULARS 


ALLWOOD LIME COMPANY 





Manitowoc . Wisconsin 
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the operation in which the materials 
are subjected in the first instance of 
manufacture and as they come to you, 
and you can pretty closely approxi- 
mate this finish right in your own 
shop. If you do not own a cast iron or 
steel unlined barrel, perhaps you have 
a neighbor who owns one and whose 
burnishing materials also require re- 
conditioning, and indeed this factor of 
barrel finishing is so important that 
there should be some one metal-finish- 
ing establishment in each locality that 
would arrange to do this work on a 
jobbing basis, If work is simply pitted 
and not rusted, the lime operation is 
all that will be required and the sand 
run can be omitted. Generally, you will 
find that it will require the removal of 
at least from one half to three quarters 
of one ten thousandth of surface to 
acquire a new polished surface, and 
with the lime operation this will mean 
continuous operation of the barrel for 
twelve to eighteen hours. After the 
operation is completed, proceed to 
wash out the lime and follow this with 
a soap and water run same as in the 
sand operation, and the materials can 
then be transferred direct to your 
wood lined burnishing barrels and used 
in the same manner as new materials 
would be used. 

The periodical reconditioning of 
burnishing materials is an important 
factor in general barrel finishing pro- 
cedure, In those plants where bat- 
teries of barrels are used and where 
we are the active consultant, we al- 
ways maintain a reconditioning barrel, 
preferably an oblique tilting type with 
cast iron shell. We then set up a rule 
that all burnishing material must pass 
through this reconditioning cycle at 
least once in each three month per- 
iod. It is not a costly operation and 
does not interfere with production, It 
does assure smooth and pitless burn- 
ishing materials at all times and rep- 
resents the best in the attainment of 
barrel finished surfaces on the com- 
plete line of parts produced, 
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A BUFFING ROOM BOTTLENECK REMOVED 


by a new Wyandotte development... 














...a soluble buffing compound that 
removes readily from buffed surfaces. 

Wyandotte Buffing Compound— 
specifically designed for zinc base 
die castings and aluminum—elim- 
inates the labor and costs of vapor 
degreasing and emulsion pre-clean- 
ing ... and gives excellent results 
in cutting and coloring operations. 

Shown above are two bars of buf- 
fing compounds—a Wyandotte bar 
and a representative competitive 
bar. Both measure approximately 
2”x214"x8". Both bars were given 
identical treatment—(1) 30-minute 


WYANDOTTE CHEMICALS CORPORATION ° 
SERVICE REPRESENTATIVES IN 88 CITIES 


WYANDOTTE, MICHIGAN e 
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partial immersion in tap water, 125° 
F. and (2) 10-minute partial im- 
mersion in sulphuric acid solution 
214% by volume, room temperature. 

Note the solubility of the Wyan- 
poTTE bar to both water and weak 
acid solution. The ease with which 
this Wyandotte compound can be 
removed should help you with your 
production problems. 

Let your Wyandotte Service Rep- 
resentative demonstrate for you the 
remarkable quality of Wyandotte 
Buffing Compound. All you have to 
do is give him a call. 


yandotte 


REG. U. S. PAT. OFF. 


J. B. Ford Division 
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Did you notice that we have specif- 
ically specified Allwood Vienna Lime? 
There is a story back of that too, and 
perhaps we had better tell it to you. 
Thirty one years ago we were assis- 
tant to the general manager of The 
Atlas Ball Company in Philadelphia 
(now the steel ball production division 
of S. K, F. Industries, Inc.). We were 
having trouble securing the finishes 
we wanted on steel balls for bearings 
which is a lime finish produced ex- 
actly as we have described your re- 
finishing procedure, We experimented 
with foreign limes from Austria, Bel- 
gium, France and as I recall it, Italy, 
and with a wide variety of local limes. 
Finally, we hit on Allwood Lime and 
in all comparative tests this lime 
proved itself to be the finest of the 
lot and it has been consistently and 
regularly used all down through these 
years with the most complete satis- 
faction. We recall that at that time it 
was our pleasure to meet our first 


traveling lady sales manager in the 
person of Miss M. E, Squire of the All- 
wood Company and we learned so very 
much of lime and its characteristics 
from her that it has stood us in fine 
stead in all of our research work, So 
we think you will understand why it 
is a real pleasure for us to pay tribute 
to the product of a highly regarded 
and greatly respected business friend 
of many years standing, the Allwood 
Lime Company of Manitowoc, Wiscon- 
sin, 





AO Body Safety Guide. A body safety 
guide which classifies hazards by indus- 
tries and recommends the proper safety 
clothing and equipment for maximum 
protection has been published by the 
American Optical Co., Southbridge, Mass. 
The guide classifies 21 hazardous types 
of work found in the 18 industries listed 
and also includes pictures and descrip- 
tions of different types of safety clothing 
which should be worn for protection 
against each hazard. Copy free upon re- 
quest. 
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A SCIENTIST checks the corrosion resistance 
of oil-treated metal panels in a weathero- 
meter or artificial weather-making machine in 
the corrosion section of Gulf Oil Corporation's 
research laboratories. Here, the panels are 
subjected to a maximum temperature of about 
140 deg. F., rays of ultra-violet of an intensity 
of about 10 times that of noon-day sun, and 
intermittent water spray to stimulate the sever- 
est conditions imposed by sun, rain, and Heat. 
Many thousands of rust-preventive petroleum 
compounds may thus be tested in a fraction of 
the time required in actual exposure. 
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Platers and 
Manufacturers 


ROBINSON'S ASSAYED 
POTASSIUM GOLD CYANID 


IN SALT FORM 


ROBINSON PRODUCED THE FIRST STANDARD- 
IZED LIQUID GOLD PLATING CONCENTRATE 
We now give you a Standardized 
Potassium Geld Cyanide in Salt Form. 
Successful in War, it has already been adopted 
by, and taken a place in, civilian trades. 
Our label will give ~ the guaranteed Gold 
weight in OY—100%. 


Old in Years 
MODERN IN INDUSTRY 


investigate our Products - take advantage 
of ‘‘Robinson’s 66 years in Precious Metals”’ 





ROBINSON'S ASSAYED (190%) 
GOLD PLATING SOLUTION 


FIRST IN THE FIELD 

Robinson's Acenyes Gold Plating Solutions 
were the FIRST Standardized Liquid Gold 
Concentrates. They succeeded because critical 
technical buyers, in and out of the plating 
room, adopted them and endorsed them. 
They Feature 

Gold by weight, not by the quart 

Continuous use of bath, through replenish- 

ment 
Economy—Uniform Results 


In calculating comparative costs, 

remember that 
A Troy ounce contain 31,103 grams 
An avoirdupois ounce contains 28,350 grams 


And nete that ° 
Robinson’s label says TROY and Robinson’s 
Gold weights are 100% 


NSON'S ASSAYED « 
PLUTIONS 


PROVEN 


A. ROBINSON & SON 


131 CANAL STREET ° NEW YORK CITY 
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CAnal 6-0310 - 0464 Founded 1879 
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edders-Luigau Selve a 
Problem tu 
Corrosion Eugincering — 


By NORMAN P. GENTIEU 


OR optimum performance, elec- 

tric refrigeration—today’s in- 

dispensable “luxury’’—depends 

upon the flawless interior of its 
condenser tubing. Because refriger- 
ants are hypersensitive to impurities, 
certain rigid standards for cleanliness 
have been formulated. 

A quotation from A.S.T.M,. Desig- 
nation A254-44 will serve to illustrate 
the quality of this cleanliness: ‘13. 
When specified by the purchaser, tub- 
ing for certain uses, such as refrig- 
eration condensers, shall conform to 
the following requirement for internal 
cleanliness: When a length of tubing 


such as copper brazed steel tubing +; : 


inch or over is washed internally with 
redistilled chloroform or redistilled 
trichlorethylene, the residue remain- 
ing upon evaporation of the solvent 
shall not exceed 1.25 x 10-* g. (0.000125 
g.) per square inch of internal sur- 
face,” In other words, the tubing of the 
completed condenser unit must not 
contain residue in excess of 18 milli- 
grams per square foot. 

This was one of the production prob- 
lems at the Fedders-Quigan Corpora- 
tion of Buffalo, leading specialists in 
the field of heat transfer and refrig- 
eration mechanisms, Their “headache” 
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—now happily banished—was the fact 
that most of the nationally known re- 
frigeration equipment industries for 
whom they manufacture refrigerant 
condensers set up standards even more 
exacting than those of the American 
Society for Testing Materials, Instead 
of a residue not in excess of 18 milli- 
grams per square foot, the refrigera- 
tion equipment industries demanded 
less than 9 milligrams of residue per 
square foot. 

A major portion of condenser tub- 
ing comes: to Fedders-Quigan Corpor- 
ation from a well-known supplier of 
tubing and as received (not over 2.0 
milligrams of residue per square foot) 
is well within the allowable limit. 
However, it is virtually impossible to 
prevent the contamination that arises 
as an unwanted by-product of further 
stages in fabrication. Tests indicated 
that this amounted to at least 200 mg. 
per condenser or 260 mg. per square 
foot. 

In the manufacture of the conden- 
ser, the tubing is bent into the requir- 
ed shape and imbedded in a multiplici- 
ty of steel radiating fins. After sev- 
eral soldering operations, the conden- 
ser is pickled, rinsed, fluxed, and tin- 
ned over the entire external surface. 
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Despite precautions, the omnipresent 
contaminating factors get past plugs 
inserted into the ends of the tubing, 
or are introduced during soldering. 

The chief offender is the muriatic 
acid pickling solution, minor contam- 
inants being the rinse water and the 
fluxing solution, All three of these 
solutions, acid in varying degrees, can 
cause a rust condition within the tub- 
ing that is injurious to the refrigerant, 
in this case, Freon, 

The design engineer for Fedders- 
Quigan Corporation who laid out the 
cleaning cycle, first tried various acid 
solutions from which citric acid was 
finally chosen, This was fairly effic- 
ient for removing the rust but neither 
did it remove any oil or grease that 
remained from a previous alkali clean- 
ing, or that was picked up during the 
pickling, rinsing, and fluxing opera- 
tions, nor did it prevent the formation 
of films of rust during the rinsing and 
subsequent drying of the tubes, Un- 


fortunately, the residue of oil and rust 
usually exceeded the amount allowed 
in customers’ specifications, 

This was the dilemma presented to 
the American Chemical Paint Com- 
pany early in 1945, After careful study, 
ACP engineers evolved a cleaning 
process that, while new, utilized the 
existing equipment layout at Fedders- 
Quigan. 

First, the citric acid method was dis- 
carded because of its inability to eradi- 
cate all impurities. 

Then, the results of preliminary 
tests disclosed that Deoxidine 10E re- 
moved rust and oil effectively from 
the condenser tubing and prevented 
further formations of rust by means 
of the protective action of the solu- 
tion. In addition, residual material was 
reduced to less than one-half the al- 
lowable amount (9 milligrams per 
square foot), gratifying operating 
margin of safety, 

Equipment used in the process con- 





Deoxidine 10E installation at Fedders-Quigan Corporation, Buffalo, New York 
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. - » Complete Finishing Equipment 
Planned, Engineered, Built and Installed 


When the Mahon organization contracts to 
supply a Complete Finishing System, it begins 
with a thorough study of the product to be 
finished, the production requirements, and the 
physical layout of the space available. In 


many instances it is more economical and de- 
sirable to build the entire finishing system, or the 
major part of it, outside of existing buildings— 


either adjacent thereto or on the roof. When 
these basic requirements have been established, 
Mahon engineers proceed to plan a Complete 
Finishing System that will do the particular job 


THE R. Cc. 


HOME OFFICE AND PLANT, Detroit 11, Mich. 


MAHON 


with utmost efficiency and economy .. . then 
every unit of equipment that goes into the 
system is built in the Mahon plant and installed 
by Mahon workmen... the result is a thoroughly 
engineered and coordinated system that will 
produce the finest finish obtainable. If you 
are contemplating new equipment of this type, 
call in Mahon engineers . . . over twenty years 
of pioneering and research in this highly spe- 
cialized field have endowed them with a wealth 
of technical knowledge and practical know-how 
not available to you elsewhere. 


COMPANY 


e WESTERN SALES DIVISION, Chicago 4, Ill. 


Engineers and Manufacturers of Complete Finishing Systems including: Metal Cleaning Ma- 

chines, Rust-Proofing Machines, Dry-off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply 

Units, and Drying and Baking Ovens. Also Paint Sludge Reclaiming Units, patented Hydro- 
Foam Dust Collecting Systems, and many other Units of Special Production Equipment. 























sists of two cylindrical tanks of about 
100 gallons capacity each, one acid- 
proof pump, and an assortment of 
acidproof piping and valves, The solu- 
tion is pumped into a header to which 
30 condensers are attached in parallel 
by means of rubber hoses. The solu- 
tion flows from the header, through 
the condenser tubes, and into another 
header from which it flows back into 
the circulating tank, At the conclusion 
of the period the solution is blown 
back to the tank with steam. 

Rinse water is then pumped through 
the same system from the second tank, 
after which steam is blown through 
the system. Next, the condensers are 
disconnected from the headers and 
compressed air is blown through each 
condenser in order to dry the tubing. 
The operation is completed by sealing 
the open ends of the tubing with poly- 
vinyl caps, 

Since the first installation of the 
new cleaning process, several more 


THE CLINTON COMPANY ciitaco rs itiiwors 
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units have been installed in order to 
handle the required production, Each 
entire unit is operated by one man 
who cleans approximately 60 conden- 
sers an hour or an average of one a 
minute, 

The sequence of operation is as fol- 
lows: 

1, Rinse with cold water for approx- 
imately 1 minute to remove most of 
the solid foreign matter picked up in 
the solder dip operation. 

2. Pump a solution of 1 part Deoxi- 
dine 10E and 3 parts water through 
the system for at least 10 minutes— 
maximum temperature, 140 deg. F. 

3. Blow the solution from system to 
the Deoxidine tank with steam. 

4, Rinse with water at 160 deg. F. 
minimum, discharging dirty rinse 
water to sewer. 

5. Blow out system with steam for 
at least 3 minutes, 

6. Blow out condensers individually { 
with compressed air until dry. It is 
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Put your product in the “Quiz Kid" 
class by using American Decals for 
trade marks, your name and address, 
patent notices and operating instruc- 
tions. Then it can answer all the ques- 


tes your cononern ot! Anercon AMERICAN DECALCOMANIA CO., Inc. 


Decals are economical, quickly and 
easily applied, and are used by manu- 4334 W. FIFTH AVE * CHICAGO 24 
facturers of a large and varied list of § ‘ 

636 lith AVE. « NEW YORK 19, N. Y. 


products. Let us solve your product 
identification problems! OFFICES IN ALL PRINCIPAL CITIES 
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important that dry air be employed. 
NOTE: Regular examinations are 
made to determine when additions of 
Deoxidine 10E to the circulating tank 
are necessary in order to maintain the 
solution at its optimum strength. 
Frequent tests of the tubes, con- 
ducted under careful supervision, have 
disclosed some interesting facts. For 
example, the amount of residue re- 
maining inside the tube after the De- 
oxidine 10E treatment averages about 
2.0 milligrams per square foot of sur- 
face, or less than half the amount per- 
mitted by the most exacting customer 
and less than one-fifth the amount 
prescribed in A.S.T.M. specifications. 
Other reports, not disclosable at 
this time, give evidence of similar con- 
sistent results. In the language of 
diplomacy, an effective sanction has 
been invoked against rust and rusters. 





Finishing Metal Products. Second edi- 
tion. By Herbert R. Simonds and Adolph 
Bregman. Published by McGraw-Hill 
Book Co., Inc., 330 W. 42nd St., New York 
18, N. Y. 352 pages. 135 illustrations. 





Cloth binding, board covers. Price, $4.00, * 

This book comprises a treatment of the © 
finishing of metal products from a broad © 
point of view, indicating the way both © 
to more attractive metal finishes and to — 
more efficient means of producing them. 
The authors describe not only the tech- 
niques involved in metal finishing, includ- ~ 
ing such processes as cleaning and de- 
scaling, but also the commercial aspects, © 
the sales value of attractive finishes, the ~ 
effect of color, and so on. The book also © 
goes into detail on the economics of 
metal finishing, the equipment involved, 
the design of parts which require finish- 
ing, meltal finishing costs, and so on. 4 

Comprising the book is a total of 33 
chapters which are divided into six prin- ~ 
cipal parts headed as follows: Commer- 
cial Aspects of Finish and Appearance; 
Preparation for the Finish of Metal Prod- 
ucts; Polishing and Buffing; Plating and 
Spray Coating; Organic Coating; and 
Special Finishes. 











“Sodium Hydride Descaling and De- 
sanding of Ferrous Castings and Forg- 
ings,’ a reprint of an article dealing with 
the special application of the sodium hy- 
dried process to iron castings and forg- 
ings, is now being distributed by the Ajax 
Electric Co., Inc., Frankford Ave. at 
Delaware Ave., Philadelphia 23, Pa. 
Copy free upon request. 
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At the New Orleans 
plant of the Rheem 
Manufacturing Com- 
pany, automatic de- 
livery of steel barrels 
from a paint baking 
oven is achieved by 
having an emergency 
barrel trip switch 
which starts the cycle 
of the unloading 
mechanism. 
(Photo courtesy 
Rheem Manufacturing 
Co., ag York 22, 
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Saph SPIRITS e « e Replaces Three Other Cleaners, 


Costs Less, Cleans Better, Lasts 4 to 5 Times as Long 


An Eastern manufacturer formerly used gasoline, kerosene and other materials for 
cleaning motor parts in the reconditioning shop. Dirt was not completely removed, 
however, and fumes were both a fire and a health hazard, requiring the installation 
of hoods. 


All troubles were eliminated when Sun Spirits was adopted. 
Now parts are cleaned more completely. There are no objec- 
tionable fumes. The fire hazard is reduced. 


Slow evaporation in the cleaning tanks means that Sun Spirits 


lasts 4 to 5 times as long as carbon tetrachloride, and costs 
75% less. 





This case is typical of the many plants in which Sun Spirits is a» — 
used for fast, simple, metal cleaning. There are no danger- 
ous chemicals; no complicated, expensive machines; no 


need for highly skilled operators. Get in touch with the Sun INDUSTRIAL 
man for complete data. 


SUN OIL COMPANY « Philadelphia 3, Pa. PRODUCTS 
Sponsors of the Sunoco News-Voice of the Air — Lowell Thomas 
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Chemical Treatments for Finishing 
Magnesium 


HE finishing engineer dealing with 

magnesium should keep in mind that it, 

in common with other metals, is subject 

to corrosion. In general, protective 
chemical treatments and recommended paint 
systems are satisfactory for protecting mag- 
nesium alloys against the corrosive effects of 
normal weathering and many corrosive atmos- 
pheres, Chemical treatments provide a passive 
surface layer with inhibitive characteristics. 
While it is true that most of the chemical treat- 
ments do not provide adequate protection in 
themselves, they do provide some resistance to 
corrosion and serve as paint bases. Suitable 
paint systems, consisting of one or more coats 
of primer followed by one or more coats of 
recommended paint applied over protective 
chemical treatments, provide magnesium al- 
loys with adequate surface protection for the 
majority of uses. Generally, the choice of chem- 
ical treatment and final protective or decora- 
tive finish is determined to a large extent by 
service requirements and to some extent by the 
composition of the alloy. Details are given for 
the chemical treatments most commonly used 
based on recommendations of The Dow Chemi- 
cal Company. 


Chrome-Pickle Treatment, This treatment 
is primarily a producer’s treatment which is 
applied to protect magnesium parts during 
storage and shipment, It is, however, often used 
by the metal finisher where a paint base coat- 
ing with low electrical resistance is required 
for bonding purposes, It is also used to remove 








' ux after gas welding. When condi- 
‘tions permit, the chrome-pickle can 
' pe used for touch-up on areas from 
which the chemical treatment has 
| been removed, as well as for brush 
' applications on parts too large to be 
' immersed, The etching action of the 
' chrome-pickle treatment removes 
' about 0.0006 inch of metal per surface 
(0.0012 inch per diameter) and hence 
' cannot be used on machined surfaces 
| unless tolerances will permit or proper 
' allowances have been made, Magne- 
' sium parts containing steel or brass 
' inserts can be given the chrome-pickle 
' treatment. Polished steel surfaces, 
however, should be protected with a 
thin film of lacquer which may be re- 
moved later with a solvent. 

The chrome-pickle treatment con- 
sists, in general, of a dip requiring 
one-half to two minutes, depending on 
the freshness of the solution, in the 
following bath maintained at room 
temperature (70-90°F.): 


THE PERFECT 
COMBINATION 


e Infra Red Ovens 
e Conveyors 


e Dip Tanks 
e Spray Booths 


Sodium Dichromate 

aa.) —._._..._.. 1.5 Ib. 
Conc, Nitric Acid 

CpG Bag) 2 1.5 pt. 

to make 1.0 gallon 

Technical grades of these chemicals 
may be used. Pure aluminum, glass, 
or ceramic tanks may be used for con- 
taining the solution. Welded pure 
aluminum tanks are most practical 
for large installations, 

Magnesium die castings should pref- 
erably be given a 10-second dip in the 
chrome-pickle solution heated to 120 
deg. F. Longer time of treatment re- 
sults in an excess of powdery deposit. 
Articles that are too large to be im- 
mersed in the chrome-pickle solution 
should be well brushed with a gener- 
ous amount of fresh solution which is 
allowed to remain on the surface for 
about one-half minute and then is 
washed off. The coating thus formed 
is less uniform in color than that pro- 
duced by the dip process but is equally 


SWENSON ENGINEERING & MANUFACTURING, Inc. 


HOUSTON 


BUFFALO © CLEVELAND 
ROCHESTER ? 


CHICAGO : 
JERSEY CITY, N. J. 
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Spray painting magnesium parts after appropriate chemical treatment 
(Photo courtesy The Dow Chemical Company) 


as good as a paint base. In treating 
riveted assemblies care must be taken 
to avoid entrapping solution in the 
joints. 

The color, luster, and etch produced 
by the chrome-pickle will vary with 
the age of the solution and with the 
composition and heat treatment of the 
alloy. Certain colors and etches are 
superior to others as paint bases, the 
most desirable being a matte, gray to 
yellow-red irridescent coating which 
exhibits a network of pebbled etch un- 
der the microscope. This type of coat- 
ing is readily obtained in fresh solu- 
tions, Coatings to be avoided are those 
which are bright and brassy in color 
and which show a relatively smooth 
surface with only occasional rounded 
pits when examined under the micro- 
scope, ‘ 
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Depletion of the chrome-pickle so- 
lution is indicated by the paleness of 
the color, shallowness of etch, and 
slowness of action on the metal. The 
paleness of color should not be con-* 
fused with that obtained by insuffic- 
ient exposure to air between removal 
from the bath and wash in water. 
However, control of the bath is best 
accomplished by analysis, 

Dichromate Treatment. The dichro- 
mate treatment provides good salt 
water resistance and maximum paint 
adhesion with practically no effect on 
dimensions of parts. The treatment is 
normally applied after machining and 
before painting of parts. Brass, 
bronze, cadium plate and steel are un- 
affected by the treatment, thus cast- 
ings and other parts containing bear- 
ings, studs, and inserts of these metals 
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H y oe chemical equipment 
that defies corrosion 
*I[lustrated is a 100 foot long HAVEG strip pickling tank. 
HAVEG is unaffected by Muriatic Acid, any concentration; Sulphuric Acid up 
to 50%, concentration, Hydrofluoric and its compounds, even at boiling tem- 


peratures. 
HAVEG is a tough molded plastic that is strong and durable. It is unaffected 
by boiling temperatures or by rapid temperature changes. 


BULLETIN F-4 gives complete engineering data on all HAVEG 
HM-46 Equipment. Send for your copy today. 


oN 
HAVEG CORPORATION 
, wee NN 


NEWARK 67,DELAWARE 


FACTORY — MARSHALLTON, DELAWARE 


iV a ge § ote 


CLEVELAND 14 CHICAGO 11 DETROIT 11 LOS ANGELES 13 
550 Leader Building 1201 Palmolive Building 2832 E. Grand Bivd 601 W. Fifth St 
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may be treated, Aluminum, however, 
is rapidly attacked. 

The dichromate treatment consists 
essentially of two steps usually fol- 
lowed immediately after alkaline 
cleaning, 

Step 1—Magnesium parts are im- 
mersed for 5 minutes in an aqueous so- 
lution containing 15 to 20 per cent by 
weight of hydrofluoric acid (HF) at 
room temperature (70-90°F.), A sat- 
isfactory bath can be prepared by di- 
luting one volume of technical grade 
48-52 per cent HF with two volumes 
of water. An alternative procedure 
suitable for 15 minutes in an aqueous 
solution containing 5 per cent sodium, 
potassium, or ammonium acid fluoride 
at room temperature (70-90°F.). The 
acid fluoride alternative treatment 
will not attack aluminum inserts, 
rivets, and so on, and is believed to 
be more economical to use than hy- 
drofluoric acid, however, it should not 
be used on castings of any type as in- 





Clean Spray. Booths 





Spray BOOTHCOTE on clean booth. 
Paint peels off in sheets. 

NO SCRAPING—SAVE TIME and LABOR 
Trial offer 5 gal. $5.50 F.0.B. Buffalo 
Used by 2000 leading manufacturers. 
MONEY 


BACK IF NOT PLEASED. 
Write for Circular. 
HYGRADE FOOD PRODUCTS CORP. 
HARRIS SOAP—BOOTHCOTE DIV. 
19 Stetson St., Buffalo 6, N. Y. 
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ferior protective results will occur. 
Both treatments are followed by cold 
water rinse, 

Step 2—Magnesium parts from 
Step 1 treatment are boiled for at 
least 45 minutes in a water solution 
containing 10 to 15 per cent by weight 
of sodium dichromate (Na,Cr,0..- 
2H,0). This solution is prepared by 
dissolving technical grade sodium di- 
chromate in water in the ratio of 1.0 
pound per gallon, The original solu- 
tion level is maintained during oper- 
ation by the addition of water to 
replace that lost by evaporation, Fol- 
lowing treatment, parts are rinsed 
thoroughly in cold running water fol- 
lowed by a dip in hot water to facili- 
tate drying. The presence of fluoride 
(provided by film produced in Step 
1) in the dichromate bath is essential 
for proper operation, In some cases 
it may be advantageous to add 4% 
oz./gal. of calcium or magnesium 
fluoride to the bath from time to time 
or to suspend a bag of calcium or mag- 
nesium fluoride in the bath. If such is 
done the treatment time can usually 
be reduced from 45 to 30 minutes. 

Properly applied coatings from the 
dichromate treatment will vary from 
dark black to black. Time of treat- 
ment, condition of bath, and alloy com- 
position will influence the color of 
coating. Lead tanks may be used for 
containing the hydrofluoric acid bath. 
The dichromate solution can be used 
in iron, aluminum, or almost any of 
the commonly used tank materials. 
The dichromate treatment process is 
best controlled by frequent chemical 
analysis. 


Sealed Chrome-Pickle Treatment. 
This treatment is a modification of the 
regular chrome-pickle treatment pre- 
viously described, The treatment will 
provide protection equivalent to that 
of the dichromate process on wrought 
magnesium alloys. On sand castings, 
however, the protective value is some- 
what less, and if they are to be used 
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Make Your,Job Easier .... 


@ Many new ideas in oven design tech- 
niques have been developed in recent 
years and proved themselves in practice... 
cutting drying-time, speeding production, 
reducing man hours, improving quality 
of the finish. 

Kirk & Blum Engineers, thoroughly fa- 
miliar with every oven development, in- 
corporate in their plans and specifications 
al] such innovations that are of genuine 
practical value. 

This up-to-the - minute professional 
“know how"’, plus modern facilities and 





AN ORGANIZATION OF ENGINEERS 
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with KIRK & BLUM Industrial Ovens 


highly skilled workmanship, results in in- 
dustrial ovens of outstanding performance 
and unsurpassed operating economy. 


. if it’s practical .. . if it’s 
really worthwhile . . 


If it’s new. . 
- you'll get it in a 
K & B drying, baking, or laboratory oven 
installation. Write now for full details, 
including list of leading industrial plants 
equipped with modern K & B Ovens. Ad- 
dress: THE KIRK & BLUM MANUFAC- 
TURING CO., 2816 Spring Grove Avenue, 
Cincinnati 25, Ohio. 


KURK’ Lum 


AND MECHANICS 
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at all in this process they should be 
given a preliminary dip in the hydro- 
fluoric acid bath described under Step 
1 of the dichromate process. 

The treatment is a two-step process, 
the first of which is the regular 
chrome-pickle procedure, The second 
step consists in boiling the work for 
30 minutes in a bath containing 1.0 Ib. 
of sodium dichromate per gallon, This 
is identical with the second step of the 
dichromate process, The boil in di- 
chromate does not change the appear- 
ance of the original chrome-pickle 
coating. 

The sealed chrome-pickle is particu- 
larly suited for use on assemblies in 
which aluminum rivets have been used 
since the hydrofluoric dip of the reg- 
ular dichromate treatment reacts quite 
vigorously with aluminum, The treat- 
ment is not suitable for use on small 
parts machined to close tolerances be- 
cause of the amount of metal removed 
by the chrome-pickle, 


Aluminum Can Be Finished 
with Porcelain Enamel 


A» porcelain enamel to the ever 
expanding list of versatile finishes 
for aluminum, According to a recent 
report of J. F. Mason of the Reynolds 
Research Laboratory, porcelain enam- 
els in various colors may be applied to 
aluminum and te aluminum alloy sur- 
faces to obtain a hard, abrasion-resis- 
tant finish (also see ‘‘The Iron Age,” 
Aug. 15, 1946). These ceramic coat- 
ings on aluminum are being consid- 
ered for a wide variety of products, 
such as table tops, trays, bicycle 
frames, furniture, and bathroom fix- 
tures, The coatings are reported to be 
glass-like and brittle, but to have ex- 
cellent adhesion if properly applied, 
After cleaning the aluminum, pref- 
erably by solvent vapor degreasing, 
the work is coated with one coat of 
ground coat enamel and air dried. This 
is followed by two coats of white or 











. And rarin’ to go... 
and metal parts are ready for finishing after 
a single run through a Blakeslee Metal 
Parts washer. Cuts cost, saves labor, pro- 
duction time and cleansing compound. . 
Fifty years of experience and 5,000 instal- 
lations enable us to solve your cleaning 
problems efficiently and economically. 
Take advantage of our engineering service. 


Your castings 


Write for new free 28-page book 


‘*Metal Parts Washing Machines’ 





BLAKESLEE 








STANDARD ) 











G. S. BLAKESLEE CO. 
NEW YORK, N. Y. 
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FUNCTIONAL USES 


Used in the auto, airplane, radio, 
electrical, pa ceramics, fur- 
niture and many other industries for 
surfacing all sorts of materials to 
provide— 

SOUND DEADENING ° TEMPERATURE 
INSULATION ¢@ INTEGRAL GASKETS 
® SHOCK ABSORBING SURFACE 
NON-MAR SURFACE © NON-GLARE 
SURFACE. 


DECORATIVE USES 


Applied in various lengtns and colors 
to wood, paper, cloth, metal, etc., 
the following effects are produced— 
SUEDE LEATHER © FURNITURE UP- 
HOLSTERY © INTERIOR AND DRAP- 
ERY FABRICS © VELVET © VELOUR 
* MOHAIR. 





REQUEST: ‘‘SURFACE COATING WITH FLOCK” 





For car and plane interiors, instrument pan- 
els, carpet compartment linings and numer- 
ous other areas, Rayco Flock produces fin- 
ishes of amazing variety, in any color range 
desired, on practically any material. Every 
Product Engineer should have the Book 
offered below. 


Request Book: 
“Surface Coating with Flock’’ 





fay 


RAYON PROCESSING CO. inc" QOS 


65 Tremont St. e Central Falls e Rhode Island 
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one or two coats of colored enamel ap- 
plied by spraying or dipping. The work 
after coating is immediately air dried 
and placed in a furnace maintained at 
a temperature of 920 + 10 deg. F. for 
a period of 5 to 8 minutes, in order to 
allow the enamel coating to fuse and 
to attain the glazed finish desired. 
Firing is necessary after each top coat 
is applied. The optimum coating thick- 
ness was given by Mason as about 
0.006 inch for two or more coats but 
the coating thickness may vary from 
0.002 to 0.009 inch, 


* * * 


Buffing and Coloring Zinc 
Die Castings 

HE finishing engineer concerned 

with the decorative electroplating 
of zinc alloy die castings should re- 
member that where a high final luster 
is desired in the finished plate, proper 
buffing and coloring of the die casting 
prior to plating is required. Buffing 
or cutting down is best done with trip- 
oli on cloth wheels. These will vary in 
stitching pattern and in hardness, de- 
pending on the shape of the piece be- 
ing handled, In general, the number 
of stitches and hence the hardness of 
the wheel is increased as the surface 
to be buffed approaches a flat surface. 
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Proper buffing and polishing 
contribute to the brightness of 
this chrome-plated zinc die cast 
automobile radiator grill. 
(Photo courtesy The Electric 
Auto-Light Company) 


It is essential in the case 
of zinc that the tripoli 
used be free cutting, since 
excess pressure may re- 
sult in dragging and wavi- 
ness. According to recom- 
mendations of the New 
Jersey Zinc Company, a 
peripheral speed of 
about 8,500 feet per minute may be 
used for polishing zinc alloy die cast- 
ings. The r.p.m, to give these peri- 
pheral speeds with various wheel di- 
ameters are tabulated below: 


Diameter of Wheels, R.P.M. to Give 


Inches 8,500 ft. /min. 
__ STE 8,100 
Diinscien eal 5,400 
_ Te 4,000 

Sere 3,250 
5 | are 2,700 
__ anne E Ne 2,300 
GS a i 2,000 
i innignincniomerninenial 1,800 


One fact that should be pointed out 
is that at very high wheel speeds ex- 
cessive pressure of the work on the 
wheel may result in cutting too deep- 
ly into the die-cast skin, thus exposing 
the less dense sub-surface, which in 
turn may influence the durability of 
the subsequently applied plated coat- 
ing. 

Consideration should be given in the 
selection of buffing compounds to the 
compatability of the compound binder 
with the cleaning system which is to 
follow. The use of a binder not readily 
removable in the cleaning operation 
greatly complicates the problem of ob- 
taining satisfactory plated coatings. 


Satisfactory coloring can be ac- 
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Only MICCROMAS << 
STOP-OFF LACQUER Has’ S 
ALL THESE FEATURES 


Easy to apply—can be brushed, dip- 
ped or sprayed with equal success. \ 


Possesses rapid air-drying qualities, 
reducing drying time between coats 
and in preparation for racking. 


\ 
\ 
Has exceptional adhesive qualities ' 


but can be removed easily after 
plating. 


\ 

\ 
Has good dielectric strength result- \ 
ing in a clean line of demarcation 
with no loss of current. 1 
Assures extreme accuracy, with no 
possibility of a lacquer etch on pre- 
cision-lapped finishes. 















Absolutely neutral and will not con- 
taminate any plating solution. 


Available in red and black, identical 
in all physical characteristics. Red 
shipped unless otherwise specified. 


* MICCROMASK STOP-OFF LACQUER is the product of 


years of continued research and development in our own 

Developed and Manufactured laboratories—tested and proven in our own plating plant 

by Experienced Platers under actual operating conditions. . .. Its ease of ap- 

plication, positive protection and overall economy are 

Oe so exceptional that a thorough trial in your plant will 
mMICCRO prove a revelation. Write for detailed bulletin. 


\Nroducla- 
MICHIGAN CHROME AND CHEMICAL COMPANY 


6340 East Jefferson Avenue . Detroit 7, Michigan 
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complished with cloth wheels using a 
dry, soft compound. The compound 
should be dry and free from lime, 
since excessive grease makes cleaning 
difficult and the presence of lime 
makes both cleaning and rinsing hard- 
er to accomplish successfully, In many 
cases in commercial practice no color- 
ing compound is used but a portion of 
the face of the buffing wheel is left 
free of buffing compound and the work 
is given a dry wipe on this part of the 
wheel. Combination cut and color com- 
pounds are used to some extent to 
produce a luster intermediate betweert 
those obtainable by a straight cutting 
down operation and by a coloring op- 


eration. 
* * * 


Applications of Solvent 
Emulsion Cleaners 


RODUCTION men in the finishing 
industry considering the use of 
solvent emulsion cleaners should re- 
member that this method of cleaning 
was originally developed largely to 
answer a specific need; that is, the 
elimination of hand scrubbing as one 
step of the cleaning operation prior to 
electroplating. Thus, solvent emulsion 
cleaners are not considered to be a 
substitute for alkaline metal cleaners 
or for vapor degreasing but rather to 
supplement them in order that a qual- 
ity job may be done faster and more 
economically, 
Emulsion cleaners are generally 


sold either as concentrates or as a 
formulated material extended with 
solvents ready for use. If a concentrate 
is employed, the user dilutes with a 
grease solvent, such as kerosene, to an 
extent largely dependent upon the 
amount of solvent present in the origi- 
nal mixture, Generally, concentrates 
cannot be used satisfactorily unless 
they are diluted with a solvent ac- 
cording to the manufacturer’s recom- 
mendations, A common dilution range 
is 1 part concentrate to 5 to 10 parts 
kerosene, Other solvents used, known 
as safety solvents, are naphthas or ben- 
zenes having a flash point above 100 
deg. F. and are solid by most large oil 
companies, Stoddard solvent, mineral 
spirits, chlorinated benzene, and other 
such solvents may be used provided 
no separation into layers occurs on 
diluting with the necessary amount of 
solvent. For very difficult jobs, hydro- 
genated naphthas such as ‘Solvesso” 
No. 2 may be found effective. 


There are, in general, three recog- 
nized methods of use for emulsion type 
solvent cleaners: (1) The work may 
be sprayed, dipped into or otherwise 
contacted with the cleaner, containing 
the desired solvent extender, without 
addition of water, No heat is required. 
Moderate agitation or movement of 
the work through the tank will in- 
crease solvent action markedly, After 
allowing the soiled work to remain in 
contact with the cleaner for one to 
three minutes, depending on the na- 





Chemical Engineers to the Steel Industry 





Those Perfect Partners For Pickling 


e TO SAVE ACID IN PICKLING e 
e TO PREVENT FUMES e 


THE WM. M. PARKIN CO. 


PITTSBURGH 6, PA. 
1102 HIGHLAND BUILDING 
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HEATING AND COOLING CONTROLS 
Low cot - igh accuracy 


From high speed copper to chrome, and anodyzing to cleaning and rinsing tanks, 
Sarco has a complete line of temperature controls. The cost varies according to the 
problem involved, but for the purposes illustrated the simple, inexpensive Sarco LSI 
Electric Control will do the trick. 


It combines accurate temperature indication with automatic control. It is used exten- 
sively for both heating and cooling because it costs less, is more reliable and because 
of the easy adjustment by thumb screw and the built-in dial thermometer. 


This is only one of the many Sarco plating controls which range from the low: cost 
Sarco Thermoton, for approximate control of cleaning and rinse tanks, to the highly 


accurate TR-21 regulator used on many automatic plating operations. 


Our representative can show you how others have solved plating problems similar 
to yours. 
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ture of the soil and the thickness of 
the film, the work is water rinsed. On 
contact with water a milky emulsion 
is immediately formed. The major part 
of the cleaning takes place in the 
rinse, very little oil or other contam- 
ination building up in the solvent 
cleaner. Rinsing is preferably ac- 
complished by spraying with hot 
water, although a cold spray rinse or 
hose off or rinsing in a continuous 
overflow tank is satisfactory for some 
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purposes, (2) In some instances the 
dilute material, whether it is purchas- 
ed in dilute form or as the concentrate 
and diluted by the consumer, is added 
to water, forming an emulsion, This 
emulsion is the cleaning medium used 
in a pressure spray washing machine 
at temperatures in the range of 140 to 
190 deg. F. (3) In other cases, the 
emulsion, as prepared in water, is used 
in soak tank operations, Sometimes a 
small amount of alkali is added and 
high operating temperatures are de- 
sirable. This is considered to be the 
least effective method of application 
both from a practical and theoretical 
standpoint, 

From the functional standpoint, pre- 
cleaning metals with solvent emul- 
sions takes the “cling” out of the soil, 
leaving the solid particles coated with 
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a soap or a surface active agent, In 
this form such dirt particles are readi- 
ly deflocculated and carried away by 
the force of the water rinse. Of inter- 
est to the production man in this con- 
nection is that alkaline electrolytic 
cleaning baths, which usually follow 
solvent emulsion cleaning, are not 
loaded with floating oil and suspended 
dirt where this heavy contamination 
is removed in precleaning. Conse- 
quently, such solutions require less 
frequent replacement. The time in- 
volved for cleaning is shortened mark- 
edly, thus speeding up the cycle and 
saving current costs. This is of par- 
ticular significance where high cur- 
rent density anodic cleaning methods 
are being used, : 

One outstanding advantage in using 
solvent emulsions for precleaning is 
the fact that they have no action on 
active metals such as zinc, aluminum, 
lead, tin, copper, and brass. Their use 
in precleaning permits a very short 
immersion in the alkaline cleaner with 
almost no attack. The finishing engi- 
neer may find this to be of particular 
importance in the cleaning of zinc base 
die castings where it has been defi- 
nitely proved that over-cleaning and 
over-pickling may result in blistered 
or peeled copper plate. 





Pickling Aluminum and Aluminum AIl- 
loys. A technical bulletin on the pickling 
of aluminum and aluminum alloys with 
the aid of ‘‘Troxide’’ is now being dis- 
tributed by the Waverly Petroleum Prod- 
ucts Co., Drexel Bldg., Philadelphia 6, 
Pa. Copy of Technical Bulletin No. 16 
free upon request. 


“‘Filmite,’”’ a transparent non-drying 
film that is designed to prevent overspray 
from sticking to dry walls of paint spray 
booths and is said to be non-inflammable, 
non-irritant, non-corrosive, and non-tox- 
ic, is described in a four-page illustrated 
folder prepared by The DuBois Co., 1120 
W. Front St., Cincinnati 3, Ohio. Copy 
free upon request. 
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By GEORGIA LEFFINGWELL, Ph.D. and MILTON A. LESSER, B.Sc. 


LTHOUGH most people think 
of soap only as a cleansing 
agent, it is used individually 
or in combination to perform 

a great number of industrial functions 
unrelated to cleanliness, It is an effi- 
cient emulsifying agent, a fact ap- 
parent to everyone who has used soap 
solutions for removing oils and 
greases from metal surfaces. This 
emulsifying property is extensively 
used in industry to make numerous 
products based on miscible combina- 
tions of aqueous solutions and oily 
materials. 

Because it efficiently lowers surface 
tension, soap is useful where good 
“wetting” and penetration are desired, 
as on metal parts with recesses or 
threads that are not amenable to other 
materials or methods, As a lubricant 
it is essential, not only in metal stamp- 
ing and drawing, but also in the effi- 
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cient performance of certain metal- 
finishing compounds. Of course, there 
are a large number of different types 
of soap to meet the needs of specific 
tasks. This, obviously, permits the 
worker to select the kind most suited 
to the job at hand. 

As a detergent in metal cleaning, 
soap is generally used as the emulsi- 
fying ingredient of metal-cleaning 
compounds which are essentially mix- 
tures of alkali. The alkaline strength 
of these mixtures and the concentra- 
tion of the cleaning baths vary with 
the kind of dirt and type of metal en- 
countered. The purpose of metal 
cleaning is the removal of foreign 
matter from metal objects after they 
have been subjected to shaping pro- 
cesses such as casting, drawing, roll- 
ing, or machining, all of which leave 
their residue of chips, dirt, grease, and 
oil, Removal of such accumulations 1s 
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important prior to straight polishing 
and finishing, and an absolutely clean 
metallic surface is a prerequisite for 
successful electroplating, anodizing, 
enameling, painting, or the formation 
of other protective and decorative fin- 
ishes. Very often, poor adhesion, por- 
osity, blisters, and other faults in final 
finishes may be traced directly to in- 
adequate cleansing. 

Aqueous solutions of soap and soap- 
alkali mixtures have an outstanding 
reputation for their ability to remove 
oils, greases, and waxes and various 
types of dirt incidental to producing 
and fabricating metal objects. Al- 
though equipment and methods have 
been increasingly mechanized to meet 
new demands, and many new factors 
have entered the picture, soap has 
kept pace with these developments. 
This is evident not only in manufac- 
turers’ catalogs offering soaps partic- 
ularly suited to modern needs but also 


in studies (1, 2) made a decade apart. 
In both of these studies, recognition is 
given to the role played by soap for 
degreasing and cleaning metals, Such 
investigations stress the importance 
of selecting the proper cleaning agent 
on the basis of the metal being treated 
and the type of dirt to be removed. 

Of decided interest in this connec- 
tion is Seabright’s (3) report on meth- 
ods for testing cleaner solutions, Con- 
cerned primarily with cleaners used 
on sheet metal before enameling, this 
study brought out the fact that soap 
can rejuvenate a cleaner if enough 
free alkali is still present to promote 
chemical cleaning, 

Soaps and soap-containing prepara- 
tions are used in immersion, soak-type 
cleansing processes, In standard prac- 





(1) Wright, L. & Taylor, F.: J. Electroplaters’ 
& Depositors’ Tech. Soc. 6:71, 1931. 

(2) Mabb, P.: Metallurgia 23:81, 1941. 

(o) Soa. E. C.: J. Am. Ceram. Soc. 27: 











PHILLIPS 
VAPOR DEGREASERS 


give you 
V 68% greater flushing action. 
V $634% less evaporation loss. 
V Reclaims solvent while work- 
ing ... No shutdowns. 
V Plug in and start work . 
installation. 
V Safest cleaning . . . Lowest 
toxicity. 


Using 
PHILLSOLV... 
The Safe, High 

Efficiency, 
Premium vapor 
degreasing 
solvent. 


3461 W. TOUHY AVE. 


Ask About 
Phillips Free 
Distributors Lifetime Service 
in Principal Cities Policy 


Manufacturers of a Complete Line of Metal Cleaning Machinery 





Dept. P-1 











PHILLIPS MANUFACTURING CO. 


CHICAGO 45, ILL. 
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tices, soak cleaning tanks use solu- 
tions based solely on soap or on soap- 
alkali mixtures. Soaps, especially 
those compounded to provide high 
emulsification, are particularly effec- 
tive as soaking type cleaners for re- 
moving the heavier loads of oils, 
greases, and more solid dirts from me- 
tallic surfaces. The soap is dissolved 
in hot water and the work to be 
cleaned is soaked in such baths until 
the grease has been emulsified and the 
adherent dirt loosened. Subsequent 
rinsing in clear water removes both 
the soap and the dirt, 


Although they are useful for clean- 
ing most metals, soap cleaners are es- 
pecially valuable for brass, aluminum, 
and die castings, all of which are read- 
ily attacked by alkalis, When prop- 
erly prepared, soaps for such purposes 
show little chemical change and 
should not tarnish nor corrode these 
metals. 


CUT DOWN REJECTS 


ORVUS' 


Jin YOUR METAL 


CLEANING BATHS 


This sulfated fatty alcohol 
Cleansing Agent is EFFECTIVE 


—as a surface tension lowering 
agent 

—as an emulsifier 

—in dispersing lime soaps which . 
might cause poor plating re- 


sults if permitted to deposit 
on the metal 


Write for further information about Orvus to 


PROCTER & GAMBLE, Cincinnati, Ohio 
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In cases where solvents have been 
used to dissolve greases and oils, a 
final scrubbing with hot soap suds is 
generally advocated (4). The cleaned 
articles are then rinsed in hot water 
and finally in cold water. Such treat- 
ment is especially important with arti- 
cles that are to be electroplated. 

Several patented processes for 
cleaning metal surfaces prior to fur- 
ther treatment specify the use of vari- 
ous soaps. In one case (5), a composi- 
tion containing soda ash, red ocher, 
and soft soap is used for cleaning and 
descaling ferrous metals, In another 
instance (6), a special soap solution 
is employed in a “bright” dipping and 
silvering process. The solution speci- 
fied in the patent not only acts asa 
cleanser but also applies a coating of 
soap to the brass bases for lights, 

Soap cleaners find frequent use in 
removing buffing compounds from 
highly polished surfaces, Soaps with 
good wetting properties are able to 
penetrate into deep depressions and 
backgrounds to soften and quickly re- 
move dirt, Effective on nickel, steel, 
nickel steel, and like metals, prop- 
erly formulated soaps should also 
clean buffing and polishing dirt out of 
copper, brass, and aluminum work 
without tarnishing the surfaces. 

According to Bennett’s (7) stan- 
dard text, a soak cleaner for removing 
tripoli and buffing compounds from 
brass and the like is based upon a co- 
conut oil-tallow soft soap plus various 
quantities of pine oil, boric acid, and 
cane sugar, If desired, other fat mix- 
tures may be used, within certain 
limits, for making the requisite soap 
base, 

Suitable penetrating soaps are use- 


(4) Crowley, C. A.: ‘Money Making Formu- 


las," Saleen. Pop. Mech. Press, 1939, 


BP 229-230. 

(5) Palmer, A. S.: Brit. Pat. 519,156, 1940. 

(6) Westinghouse Electric International Co.: 
Brit. Pat. 529,589, 1940. 

(7) Bennet, H.: ‘‘Chemical Formulary,’’ Vol. 
ys — York, Chem. Publ. Co., 1943, pp. 
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The camel's ability to withstand desert’s stifling heat 
and burning sands has nothing on. BUNATOL 785 for 
standing up against hot alkali cleaners, strong acid 
and alkali solutions in decorative plating . . . Copper, 
Nickel and Chrome. 


Plating racks and fixtures insulated with BUNATOL 
785 stand the rough handling they often get these days 
just as the camel stands up under days of tough going 
without food or water. 

A generous sample of this heavy-bodied, free dripping 
liquid insulation that can be handled with less labor 
cost awaits. your request. 


NELSON J. QUINN COMPANY: TOLEDO 7, OHIO 


BUNATOL 785 
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ful also in cleaning watch cases, sil- 
verware, jewelry mountings, and simi- 
lar fine work. This brings to mind the 
solution suggested by Oldham (8) for 
removing grease, rouge, and other 
buffing and polishing residues used in 
making gold jewelry. He recommend- 
ed a washing solution consisting of 
one-half ounce of mild neutral soap 
dissolved in one pint of ammonia with 
one gallon of water, used hot (e.g., 
150 deg. F. or over). 

Electrocleaning processes for pre- 
paring metals for finishing treatments 
have found increasing use in recent 
years, Soap has a role in many of the 
electrolytic solutions used in such 
methods, but, of course, the solution 
employed depends largely upon the 
type of metal treated. According to 
Crowley (4), a solution suitable for 
the electrocleaning of iron or steel to 
remove buffing and polishing greases 
is made from: 


(8) Oldham, P. A.: Metal Ind. 37:72, 1939. 


Sodium hydroxide_____________ % th. 
RY We inn Y% lb 
SOE  hsihidihtitinimmmnceiniempmiaiabina 1 gal. 

For brass and other alloys of cop- 
per, he recommends the following 
solution: 


Se | ee 4 oz. 
Trisodium phosphate___-___-_-_-_ 2 oz. 
bAUNGrY SORp) - 2 =e 2 oz. 
Sodium, hydroxide.._._.___..-= oz. 
SP ices inner orommubiannal 1 gal. 


Both of these solutions should be 
used at a temperature of 212 deg, F. 
The supporting rods for the work to be 
cleaned are attached to a suitable 6- 
volt d.c. supply and rheostated 
through a reversing switch, The work 
should be suspended in the cleaning 
solution and the rheostat adjusted un- 
til a large volume of gas is liberated. 
The current is reversed every few sec-, 
onds, about 3 or 4 minutes sufficing. 
The work is then removed and rinsed 
in hot and cold water. 

In cleaning magnesium die castings 












Looking for a Stopper 
to Corrost 


One of the largest plating operators in the U.S. 
chose Amercoat #33 as a “stopper.” This corro- 
sion resistant coating for plating equipment is 
unaffected by spillage and fumes from all types 
of plating, pickling and rinsing solutions—acids, 
alkalies, salts. Amercoat #33 is especially de- 
signed as a coating for the exterior of plating 
and rinse tanks .. . fume ducts .. . ventilators 

. piping ... blowers... structural steel]. It 
is an idea] coating for brick or concrete floors, 
walls and drains, protecting the surface against 
acid and alkali attack. Write for details and 
names of users. 






FOR CORROSION 
CONTROL IT’S 
Ask for 

Booklet 2-K 


AMERCOAT DIVISION: 


AMERICAN PIPE & CONSTRUCTION CO. 
P.O. Box 3428, Terminal Annex, Los Angeles 54, Calif. 





Typical Amercoat installa- 
tion—71 tanks and all 
piping and dea ducts were 

coated. Coating is in excel- 
lent condition after two 
years service. 
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RUBBER-LINED 


Sparkler 
Plating Solution 
Filters 


especially for 


BRIGHT NICKEL, ACID COPPER, ACID 

ZINC, NICKEL DIP, NEUTRALIZER 

SOLUTIONS, SODIUM STANNATE, 
HALOGEN TIN. 


STAINLESS STEEL MODELS for Gray Nickel, 
Acid Copper Pickling Solutions. 

ALL-STEEL (with Stainless Pump) for Chrom- 
ium. 

ALL-IRON MODELS for Copper, Cadmium, 
Zinc, Indium, Gold and Silver Cyanides, 
and high-speed Copper. 

OTHER CONSTRUCTIONS for Sulfamate Lead, 
Silver Strike, Gold Hydrate, and other 
solutions. 

@ HIGH FLOW RATES @ LONG CYCLES 

@ INTERMITTENT or CONTINUOUS FILTRATION 

@ PRESSURE-TIGHT AND LEAKPROOF 

@ AMPLE CAKE SPACE FOR CARBON 
TREATMENT @ LOW COST OPERATION 





For accurate continuous addition of filter aid, 
investigate Sparkler’s slurry tank with agi- 
tator and proportioning pump. 


Write 


PARKLER Mfg. Co. 


255 Lake Street Mundelein, Ill. 


NATIONAL METAL CONGRESS 
NOV. 









MODEL No. 1733 
Rubber-lined 
Capacity 5,000 G.P.H. 


MODEL 818 

Rubber-lined 

Capacity 650 
G.P.H. 


Fe 


HORIZONTAL PLATE 
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soap - containing solutions may be 
used. According to Schmidt (9), a 
satisfactory solution either for boiling 
or for cathodic electrolysis is made as 
follows: 





Trisodium phosphate ___--_-__ 4.0 oz. 
Sodium carbonate ___-------- 4.0 oz. 
SOND ea eee eee 0.1 oz. 
wear, to Meee .............. 1.0 gal. 


As a bath, this cleaning solution is 
operated at 90 to 100 deg. C., the time 
required being 5 to 15 minutes. As an 
electrolytic cleaner, the solution may 
be operated below the boiling point 
without the need of agitation. The 
magnesium is made with the cathode 
in the solution, and a direct current of 
10 to 28 amperes per square foot of 
surface is applied. Usually 1 to 3 min- 
utes are required for complete re- 
moval of oil or grease, 


Although soap finds its most im- 
portant uses in preparing metals for 
special finishes, this versatile material 
has properties which make it impor- 
tant in products for finishing materi- 
als. Its suspending and lubricating 
properties, for example, are often used 
in making lapping compounds and 
other grinding and polishing combina- 
tions, Illustrative is the following lap- 
ping compound for brass or bronze: 


Silica (325 mesh) ~--__---_- 16.5 parts 

White soap flakes _________ 2.5 parts 

sodium silicate —.......~— 1.0 part 

TD chcnahciticienencanncmnsceieul 80.0 parts 

(9) Schmidt, H. W.: Chem. & Met. Eng., Sept. 
1941, p. 158. 


Ball burnishing is another phase of 
metal products finishing where soap 
comes into quite extensive use (10). 
With soap as a lubricant for the steel 
shot or other burnishing agents, ball 
burnishing provides an excellent finish 
and appearance to articles like pins, 
nuts, bolts, castings, and stampings. 
Ball burnishing provides for economy 
of handling and is a finishing process 
that lends itself readily to mass pro- 
duction. 

Applicable to many metal products, 
the following method for treating 
aluminum and aluminum alloys, given 
in one manufacturer’s manual (11), is 
indicative of the general procedure. 
Work which has been previously 
cleaned is placed in a barrel in the 
ratio of two parts of shot to one part 
(by volume) of objects to be cleaned. 
The barrel is filled about two-thirds 
with water, For a barrel approximate- 
ly 8 inches wide x 30 inches in diame- 
ter, about 4 ounces of soap flakes or 
burnishing soap are added. The barrel 
is rotated at about 25 to 35 r.p.m. for 
approximately one-half hour, then 
opened, the dirty water removed, and 
the barrel rinsed. Fresh water and 
soap are added in the previous propor- 
tions. The time of the second rotation 
will depend upon a number of factors. 

After burnishing, objects without 
recesses or threads may be dried and 





(10) Bayles, D. P.: Domest. Commerce 32:14, 
Feb. 1944. 

(11) Anon.: ‘‘Finishes for Alumjnum,”’ Pitts- 
burgh, Al. Co. Amer., 1942, pp. 25-7. 
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reasonable cost. HERE IT IS... 


2616 DOWNEY ROAD 





Mr. Electroplater—You have been searching for years for an additive 
that would harden and render your silverplate tarnish resistant, at a 


GRANIUM CYANIDE 


Write for new booklet describing this and other products. 
GRANIUM PRODUCTS 


“Chemical Engineers Since 1905" 


LOS ANGELES 23, CALIFORNIA 
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METALWASH 





Automatic Tripoli Remover 


for Cleaning Plated Parts 
Prior to Plating or Lacquering 


@ Automatically removes tripoli, rouge, etc. 
leaving clean, break-free surfaces. 


@ No hand wiping to remove smut. 


@ Can be furnished with spotless dryer, to 
suit existing conveyor or automatic plat- 
ing machine. 


METALWASH MACHINERY CO. 


149-155 Shaw Ave. e_ Irvington 11, N. J. 
WASHING, PICKLING AND DRYING EQUIPMENT 
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further brightened by tumbling in 
hardwood sawdust, Threaded parts or 
similar pieces should be dipped in 
benzene and washed in hot water. 
After this, the excess water is blown 
off and the objects are placed on a 
steam table to dry. 

Of course, the proportions and pro- 
cedure will vary somewhat with other 
metals. Thus, for gold jewelry, Old- 
ham (8) recommends that ball burn- 
ishing be carried out in a tank con- 
taining a solution of 1 to 3 ounces of 
neutral soap flakes. per gallon of 
water. 

The lubrieating qualities of soap 
may be used also in creating special 
finishes. In the satin finishing of 
aluminum, for example, steel wool 
lubricated with soapy water provides 
very satisfactory results (11). 





Bridgeport Grinding Machinery and 
Grinding Wheels are the subject of a 16- 


page catalog published by The Bridge. 
port Safety Emery Wheel Co., Inc,, 
Bridgeport, Conn. The catalog provides 
illustrated, descriptive, and tabular in- 
formation on horizontal face grinders, 
vertical surface grinders, knife grinders, 
floor stand grinders, buffing lathes, cut- 
off machines, cutlery grinders, special 
grinding machines, and grinding wheels. 
Copy of Catalog 146 free upon request. 





‘How to Fight Fire and Protect Prop- 
erty with Carbon Dioxide” is the title of 
a 24-page catalog published by Randolph 
Laboratories, Inc., 8 E. Kinzie St., Chi- 
cago 11, Ill. The catalog graphically ex- 
plains and illustrates the latest tech- 
niques in fighting fires with carbon diox- 
ide and other types of fire extinguishers. 

By means of photographs and dia- 
grams, the catalog answers such vital 
questions as: What type fire hazards 
should I recognize?; How can I mobilize 
my employee fire defense?; What is the 
correct spacing and bracketing height 
for various type fire extinguishers?; 
What are the improved methods of op- 
eration for carbon dioxide, soda-acid, 
foam, pump tank, and carbon tetrachlor- 
ide extinguishers? Copy of Catalog R- 
5827 free upon request. 











Salt Spray Test rbgainst Corrosion 
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ONE step in the con- 
stant battle of science 
to protect metals exposed 
to marine conditions from 
corrosion is revealed in 
this illustration of a salt 
spray and cabinet in use 
in the corrosion section 
of the research labora- 
tories of Gulf Oil Corpo- 
ration. Metal panels 
coated with experimental 
rust - preventive com- 
pounds are subjected to 
a mist of synthetic sea- 
water at a temperature of 
100 deg. F. The effects of 
months of exposure can 
be ascertained in a few 
days, thus permitting the 
testing of thousands of 
compounds yearly to im- 
prove the protection of 
deckloads aboard ship, 
machinery and _ installa- 
tions on ship and shore- 
line, and naval ordnance. 
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Suppose your work-load changes and « fi Ml 
you need a different range of d-c i } # ] & 
voltages, or increased current at low - cm : wl y | 
voltage. Will your present d-c source ‘if UF 
Pig > ae . Hthivail wlll s 
tie you down,” requiring replacement ~ 
to meet the new conditions? 
Not if you depend on G-E copper- 
oxide rectifier units for plating or ano- 
dizing power. You can buy one or more 
individual units today, reconnect them 
or combine them with additional units 
tomorrow, and operate with no sacrifice 
in efficiency. 
G-E plating and anodizing rectifiers 
are part of a complete line of plating 
and anodizing systems developed by 
G.E., including manual or completely 
automatic voltage control. For full 
information or help in selecting a 
power-saving plating system, write 
Section A5-1170, Appliance and 
Merchandise Department, General (Above) Bank of G-E ‘500’ Rectifiers, 
Electric Co., Bridgeport, Conn. showing compact multiple-unit arrangement. 


GENERAL @ ELECTRIC 
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28th National Metal Congress 


Atlantic City, N. J., November 18 through 22 


LOSE to 400 manufacturers of 

metallurgical and metal-work- 

ing products will have displays 

and exhibits covering 250,000 
square feet of floor space in Atlantic 
City’s huge Municipal Auditorium 
when the National Metal Congress and 
Exposition opens on Monday Novem- 
ber 18 for a five-day run. 

The 28th National Metal Exposition 
is being held in the East for the first 
time in five years, Atlantic City, with 
its proximity to the large eastern cen- 
ters of commerce and industry, offers 
an ideal location, and excellent exhibit 
facilities are provided by the large and 
modern Municipal Auditorium. The 
entire floor space of the main auditor- 
ium and of the exhibit hall will be 
utilized. They are laid out in such a 
way as to minimize the amount of 
walking required to view the show. 

Excellent meeting rooms are also 


available in the auditorium for the 22 
technical sessions and four lecture 
courses of the A.S.M, Metal Congress 
program, The auditorium is located di- 
rectly on the Board Walk close to the 
Million Dollar Pier (A.S.M. headquar- 
ters). Many other large hotels are 
within equally close distance, 

Cooperating societies in the Nation- 
al Metal Congress are the American 
Institute of Mining and Metallurgical 
Engineers (Institute of Metals Divis- 
ion and Iron and Steel Division), the 
American Welding Society, and the 
American Industrial Radium and X- 
Ray Society. Technical programs have 
been planned by these societies, 

Advancements in production and 
manufacturing techniques evolved dur- 
ing the past five years will be seen at 
the show, many of them for the first 
time now that wartime restrictions 
have largely been lifted, 





Atlantic City’s Municipal Auditorium where the National Metal Congress and Exposition 
will be held from November 18 through 22 
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FOR PURE WHITE FINISH 


Durability and Superluster 





Cold SPRAY-GRANODINE Prepares metal 
surfaces for the durable, cléar white, 
lustrous finish—demanded by dis- 
criminating housewives—on wash- 
ing machines, refrigerators, kitchen 
cabinets and other metal household 
utilities. 
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Granodine” produces, at low 
temperature, a uniform zinc phos- 
phate coating that anchors paint 
firmly to metal for permanent pro- 





Trade Mark AMERICAN 
Reg. U. S. Pat. Off. AMBLER 


November, 1946 


tection and also prevents the spread 
of rust, from accidental injury. It 
enables the lustrous finish to hold 
even where it must take ‘‘hard 
knocks” and under exposure to ex- 
cessive moisture. 

Granodizing is the manufacturer’s 
assurance to dealer and consumer 
that the beautiful finish of his prod- 
ucts will endure. 


BAL PAINT Co. 


PENNA. 
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Dollinger Sales Conference 


Thirty sales representatives of the Dol- 
linger Corporation from every section of 
the United States had a preview of new 
designs of Staynew Filters at a three-day 
sales conference September 20, 21 and 
22. The conference was held at the com- 
pany’s Rochester plant and at Longue 
Vue, Thousand Islands. 

Inspection of the plant and study of 
manufacturing processes were followed 
by examinations of new models of Stay- 
new Filters for air and other gases and 
liquids. These included special high pres- 
sure and high temperature pipe line mod- 
els and large capacity automatic filters 
for ventilating systems. L. L. Dollinger, 
Jr. addressed the group on ‘Ventilation 
Filters’? and K. E. Ellis of the sales de- 
partment spoke on ‘Industrial and Liquid 
Filters.”’ 





M & W Buys Smith-Davis 
Paint Company 


The Maas & Waldstein Co., Newark, 
N. J., manufacturer of specialized pro- 
duction finishes. announces the acquisi- 
tion of the Smith-Davis Paint Co., 10751 
Venice Blvd., Los Angeles 34, Calif. Es- 
tablished in 1923, Smith-Davis will con- 
tinue to manufacture industrial finishes, 
trade sales and maintenance sales paints. 
In addition, the company’s retail store 
for consumer paint will be modernized 
and enlarged as soon as building materi- 
als are available. 

C. R. Parry, Pacific Coast divisional 
manager for many years with M & W, 
will supervise the new plant and will 
move his present office and the company’s 
warehouse to the Venice Boulevard ad- 
dress. The field activities will be carried 
on by combining the sales forces of both 
organizations, and other personnel will 
be added at a later date. 
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Collins to Head Market Research 


The appointment of George T. Collins 
as manager of the Market Research De- 
partment of Pennsylvania Salt Mfg. Com- 
pany has been announced by Richard L. 
Davies, assistant to the president. Mr. 
Collins, formerly a chemical engineer in 
the department, was assistant manager 
of Market Research when he was pro- 
moted. He joined the Pennsalt organiza- 
tion on October 15, 1943. : 





New Firm Completes Installation 


Industrial Powders, Inc., announces 
completion of its installation at 220 Es- 
sex St., Brooklyn, N. Y. The firm is fully 
equipped for the production of electro- 
lytic copper and copper oxide powders for 
all metallurgical uses and for the paint, 
electrical, plastics, chemical, and auto- 
motive industries. 

G. B. Gusrae, formerly with the Otis 
Elevator Company, is production engi- 
neer of the new firm. Arthur Bass is sales 
manager. 





Joins Metallurgical Staff of 
International Nickel 


J. E. Fifield, formerly with the U. S. 
Naval Research Laboratory and the 
American Brake Shoe Company, has 
joined the Development and Research 
Department of The International Nickel 
Company, Inc. He will make his head- 
quarters at the New England Technical 
Section of the division at 75 Pearl Street, 
Hartford, Connecticut. 

Mr. Fifield graduated from the Massa- 
chusetts Institute of Technology in 1940, 
where he received the degree of B.S. in 
metallurgy. 
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Research Fellowships Established 


Thirty-nine northern Ohio paint com- 
anies are cooperating in the establish- 
ment of three graduate research fellow- 
ships at Case School of Applied Science 
to encourage study, research, and devel- 
opment work in paint technology. The 
Paint firms have underwritten a fund of 
$15,000 through the Joint Educational 
Committee of the Cleveland Paint and 
Varnish Production Club and The Cleve- 
land Paint, Varnish, and Lacquer As- 
sociation to establish the fellowships for 
a period of three years, according to 
Howard E. Wise of The Arco Company, 
chairman of the Joint Committee. 





Industrial Ovens, Inc. 


Industrial Ovens, Inc., isthe new name 
of the organization previously known as 
the Industrial Oven Engineering Com- 
pany, according to an announcement by 
Cc. A. Litzler, president of the new cor- 
poration. Simultaneously, the company 
announces its establishment in a new 
plant and office building at 13825 Triskett 
Rd., Cleveland 11, Ohio. 

The organization specializes in engi- 
neering, designing, and installing indus- 
trial heating and processing equipment, 
wih particular emphasis on continuous 
operations in the handling of the ma- 
terials to be treated. 


Joins Pennsalt Engineering 
Department 


Joseph H. Fulmer, formerly connected 
with the Ethyl Corporation and Sharples 
Chemicals, has joined the engineering 
department of Pennsylvania Salt Mfg. 
Company. Mr. Fulmer was graduated 
from Bucknell University in 1923 as a 
chemical engineer and is a member of the 
American Chemical Society and the Ma- 
sonic order. 





James G. Mowry Retires 


According to an announcement made 
by the Pittsburgh Plate Glass Company, 
James G. Mowry has been retired after 
45 years’ association with the company’s 
paint division. The major part of Mr. 
Mowry’s 45 years of service with Pitts- 
burgh Plate has been utilized in servic- 
ing the railway and petroleum industries. 
His headquarters since 1904 has been in 
New York City. 

With the retirement of Mr. Mowry, the 
company announces that the sales of rail- 
way industrial finishes in the eastern 
territory will now be handled’out of offi- 
ces in New York, Baltimore, and Pitts- 
burgh. Glenn N. Stanford will handle 
the sales from Baltimore, John Leonard 
will handle sales from New York, and 
Jack A. Burke will handle the Pittsburgh 
territory. 





New plant of Industrial Ovens, Inc. 
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H-VW-M Expands Facilities 


The Hanson-Van Winkle Munning Co., 
Matawan, N. J., announces the opening 
of a new office and warehouse at 382 Sey- 
mour St., Stratford, Conn. George G. 
Knecht, who has served many years in 
the Connecticut territory, has been ap- 
pointed manager of this office. Walter J. 
Jurman has been transferred from the 
Chicago office to take charge of the 
warehouse in Stratford. 

Robert M. Norton, who has represent- 


Glenn M. Herring 


ed the Hanson-Van Winkle-Munning 
Company in New York State, with head- 
quarters at 32 Academy St., Skaneateles, 
has been promoted to the post of district 
manager of the company and will be re- 
sponsible for all field operations in the 
State of New York with the exception of 
New York City and its suburbs. 

Glenn M. Herring has returned to the 
Pittsburgh office of the company in the 
Oliver Building. Recently released from 
the Army Air Forces with the rank of 
major, Mr. Herring is a graduate of La- 
fayette College with the degree of B.S., 
having majored in economics. 

The Hanson-Van Winkle-Munning 
Company announces the closing of the 
Elkhart, Indiana office and the transfer 
of Walter R. Lockwood to Anderson, In- 
diana, where he will be in charge of the 
new and larger sales office. 





Moves to Larger Quarters 


The Enterprise Paint Mfg. Co., Chi- 
cago, has moved into new and consider- 
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ably larger quarters, combining its two 
plants, Enterprise and Federal, under one 
roof. The new plant, located on South 
Ashland Avenue at 29th Street, contains 
the latest equipment for the manufac. 
ture of paints and varnishes. New lab- 
oratories are provided for analyzing raw 
materials for standards of quality, for 
checking each manufacturing process 
and for testing finished products, and a 
special laboratory is maintained for re- 
search and new product development. 

The plant is located so that shipments 
may be made by truck, rail, and boat. 
Close attention has been given to em- 
ployee welfare. Lighting facilities to 
relieve eyestrain and fatigue, rest and 
recreation rooms, showers, and other 
conveniences are provided, and the offices 
are air conditioned for comfort. 





New P&G Vice President and 
General Manager 


Directors of The Procter & Gamble 
Company at the annual organization 
meeting held recently in Cincinnati 
elected Neil H. McElroy to fill the newly 
created position of vice president and 
general manager. j 

Mr. McElroy has held the position of 
vice president and since last March has 
served as assistant to the president. He 
became manager of the Promotion De- 
partment in 1929 and was named manager 
of advertising and promotion in 1940. In 
1943 he was elected to the board of direc- 
tors and named vice president in charge 
of advertising and promotion. 





Optimus to Manufacture 
Vapor Degreasers 


The Optimus Equipment Co., 133 
Church St., Matawan, N. J., Manufac- 
turer of metal washing and drying equip- 
ment, announces the manufacture and 
marketing of a complete line of metal 
parts and degreasers in standard and 
special models.- The new equipment will 
include degreasers for a wide range of 
applications. Machines will be available 
embodying a varied number of cleaning 
cycles, including vapor, vapor-spray, 
liquid-liquid-vapor, and liquid-vapor, as 
well as combinations of these and the use 
of supplementary pumping and _ spray 
washing facilities to meet special re- 
quirements. 
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Forms Affiliate Organization 


The Atlas Mineral Company, manufac- 
turer of acid and alkali-proof cements, 
acid and alkali-proof floors, plastic lin- 
ings, jointing materials, and protective 
coatings, announces the formation of an 
affiliate organization, The Atlas Mineral 
Products Co. of Texas, Inc., P. O. Box 
252, Houston 1, Texas. 

The new affiliate organization includes 
a manufacturing plant for sulphur ce- 
ments and other firm products and will 
handle the sales of Atlas products in the 
territory west of the Mississippi, with the 
exception of Minnesota, North Dakota, 
and eastern Missouri. It will also han- 
dle sales in western Tennessee, Mis- 
sissippi, and Louisiana. 





Du Pont Sales Engineer 


The appointment of Frank P. Smith as 
a sales engineer in the Cleveland. region 
is announced by E. I. du Pont de Ne- 
mours & Company. Mr. Smith reports to 
'W. E. Kreuer, regional industrial sales 
manager in Cleveland, and will be lo- 
cated at 601 E. Robinson St., Pittsburgh. 
He will serve the clientele formerly serv- 
ed by W. J. Bradley for the Du Pont Fin- 
ishes Division. 

Since his return a year ago from duty 


} 


Frank P. Smith 


with the U. S. Navy, Mr. Smith has 
worked in the Philadelphia area. During 
the war he was supervisor of the paint 
laboratory of the U. S. Naval Air Ex- 
perimental Station in Philadelphia. A 
graduate of Girard College, Mr. Smith 
came to the Du Pont Company as a clerk 
in the analysis department of the Phila- 


oF? 
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delphia office. He spent four years in the 
Philadelphia Finishes Laboratory and six 
years as a special industrial sales cor- 
respondent in the Finishes Division. 





Eugene C. Bosl Joins H-VW-M 


The Hanson - Van Winkle - Munning 
Company announces the appointment of 


Eugene C. Bosl 


Eugene C. Bosl as a sales representative. 
He is now located in the Milwaukee office 
of the company after an intensive train- 
ing program at Matawan. 

Mr. Bos] is a graduate of the Milwau- 
kee State Teachers College, with the de- 
gree of bachelor of education in chem- 
istry. Prior to coming with the Hanson- 
Van Winkle-Munning Company, Mr. Bosl 
served as a lieutenant in the U. S. Navy 
and before the war he was an instructor 
in chemistry at a Milwaukee school. 


To Handle Iridite Sales 


The Mitchell-Bradford Chemical Co., 
2446 Main St., Stratford P. O., Bridge- 
port, Conn., has been appointed exclu- 
sive distributor for the sale of Iridite in 
the New England area by Rheem Re- 
search Products, Inc., manufacturer of 
the Iridite process. 

The area granted to Mitchell-Bradford 
includes the states of New York, Con- 
necticut, Rhode Island, Massachusetts, 
Maine, New Hampshire, and Vermont. 
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“If it's Metal Finishing Equipment and Supplies, WE HAVE IT.” 


PLATING EQUIPMENT and SUPPLY CO. 


182 GRAND STREET - .NEW YORK 13,-N.Y. ©+ CAnal 6-3010 
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Go which imparts good looks and salabil- 
ity to your products... 


| FINISH | which provides long-lasting protection 
to your products... 


| FINISH | which economically meets your special 
requirements... 


These are qualities you always can 
take for granted when the finish you 
use is Egyptian. Your inquiry con- 
cerning any finish problem is invited. 


THE EGYPTIAN 
eR) vravtracrurinc OO MPANY 


ae oy 
NTSUSY’ SPECIALIZED PRODUCTION FINISHES 


P. O. BOX 444, NEWARK, N. J. 
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Goodrich Spray-Type Continu- 
ous Pickling and Washing 
Machine 


A spray-type machine for the contin- 
uous pickling and washing of metal parts 
requiring surface preparation for the ap- 
plication of enamel or other coatings, in- 
cluding electroplated coatings, or for the 
removal of scale is announced by The B. 
F.. Goodrich Co., Akron,Ohio. In opera- 
tion, workpieces are fed onto a conveyor 
at the entrance to the machine and car- 
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ried through the spraying and washing 
cycles, emerging acid free and ready for 
the succeeding operations. 

The Goodrich Spray-Type Continuous 
Pickling and Washing Machine fea- 
tures straight-line operation whereby ma- 
terials are fed into the conveyor feeding 
into the machine and carried automat- 
ically through each pickling and washing 
operation without intermediate handling. 
The conveyor is designed to carry any 
size or shape of part within the overall 
size limits of the unit. The spray prin- 
ciple utilized by the machine is said to 
provide for the un- 
usually fast and 
thorough removal 
of scale and for- 
eign material from 
workpieces. 

Flexibility of op- 
eration is possible 
since the unit can 
be designed to fit 
practically any re- 
quirements with 
different sizes and 
varying numbers 
of compartments 


Goodrich Spray-Type 
Continuous Pickling 
and Washing 
Machine 
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- tion on prepared foundations 
' so that the complete system 

_will withstand shocks and 
' hard usage. 
' compounds are used to line 
' the all-welded steel 
' spray compartments, con- 
' veyor rollers, and pipes and 





MGC Model No. 130 Low-Volt- 
age Electroplating Generator 


for washing and pickling so- 
lutions. Durability of the 
machine is said to be assured 
by the strength of construc- 


Acid - resisting 


tank 


fittings, thus assuring long 
trouble-free service, reduced mainte- 
nance, and long life, the manufacturer 
claims. Maximum safety in operation is 
said to be ensured through the confine- 
ment of all acid and acid fumes in the 
chamber. 





MGC Low-Voltage Electroplat- 


ing Generator 


The Motor Generator Corp., Box PF 
%, Troy, Ohio, announces a low-voltage 
electroplating generator which is avail- 
able in six models ranging in size from 
100 amperes at 6 volts to 2,000 amperes 
at 6 volts or 1,000 amperes at 12 volts. 
The model No. 130 illustrated herewith 
is rated at 1,000 amperes at 6 volts or 
500 amperes at 12 volts. The generator 
is driven by a 10 h.p. motor at 1,200 r.p.m. 
This model is said to be ideal where still 
plating tanks are used for nickel, cop- 
per, brass, or cadmium. The standard 
tank size normally used with this model 
is 6 feet x 30 inches x 30 inches or a tank 
containing approximately 250 gallons of 
solution. For chromium plating, individ- 
ual 1,000-ampere 60-volts generators are 
used right at the tank. 

As a result of the double-commutator 
design of the MGC Low-Voltage Gener- 
ator, the commutators can be connected 
in series to obtain 12 volts or less for 
barrel plating, electrocleaning, and so on. 
Due to the large size, the machine is 
compound wound and equipped with in- 
terpoles or commutating poles which are 
said to ensure sparkless commutation. 
Special metallic brushes carry the high 
current with minimum loss. In addition, 
the commutators are provided with riv- 
eted risers which cause a marked draft, 
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thus ensuring cool commutation. An- 
other special feature is separate excita- 
tion of the generator fields to assure 
maximum plating characteristics. 





‘  “Chemoxiding” Process 


The Technical Processes Division of 
Colonial Alloys Co., Philadelphia 29, Pa., 
announces a process for chemically fin- 
ishing aluminums, to be known as 
“‘Chemoxiding.’’ With the process, all 
of the aluminums and aluminum alloys 
can, it is claimed, be easily, quickly, and 
economically processed to produce beau- 
tiful lustrous glossy finishes which are 
relatively hard and of excellent corrosion 
resistance. No paints, enamels, or lac- 
quers are required. 

The processing cycle of work includes 
a short period of degreasing and clean- 
ing, Chemoxiding, and rinsing. Color- 
ings obtained range from a light gray 
through marbelized to light brown, de- 
pending upon the timing and alloys of 
aluminum used. 

Chemoxiding is claimed to be especially 
practical as a finishing process (1) in 
connection with sheets, tubes, extrusions, 
and rods after fabrication; (2) where 
assemblies of different alloys must be 
processed; (3) when inserts of steel, 
brass, or copper are present; (4) where 
it is desirable to penetrate within deep 
recesses (as for example inside of tubes) 
and protect all surfaces; (5) when a di- 
electric value is required; (6) where no 
dimensional changes are permitted; (7) 
where a good base for paints and lac- 
quers is desired; (8) where no paints or 
lacquers are required or desired; (9) 
when brazed aluminum assemblies must 
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be processed; and (10) when polishing 
is not required. 





H-VW-M Mercil Portable 
Plating Barrel 


The Hanson-Van Winkle-Munning Co., 
Matawan, N. J., announces a portable 
plating barrel which is designed for small 
quantities of work and which is readily 
movable to any location as needed. Desig- 
nated as the H-VW-M Mercil, the unit 
can be furnished with a steel cylinder 
for cleaning, with a Monel cylinder for 
pickling, or with a rubber or Bakelite 
cylinder for plating. 

The cylinder for cleaning or pickling is 
8 inches in diameter x 18 inches long. The 
apparatus is fur- 
nished with a spec- 
ial Janette motor- 
reducer to drive the 
cylinder at 1.6 
r.p.m. The motor 
is totally enclosed 
and mounted on 
the tie-rod assem- 
bly directly above 
the cylinder. The 
unit with the steel 
cylinder can also be 


Optimus Flat Con- 
veyor Spray Washer 
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H-VW-M Mercil Portable Plating 
Barrel 


used for tanks containing solu- 
tion for black oxide finishes 
such as Jetal. 

The unit for plating has chain 
dangler contacts and can be 
used with a cylinder 6 inches in 
diameter x 12 inches long or 8 
inches in diameter x 18 inches 
long. The Janette motor and re- 
ducer are arranged so that a 
cylinder speed of 5 to 6 r.p.m, 
can be obtained. A cable is at- 
tached to the live end of the 
hanger so that the user can 
easily attach it to the negative 
bus bar on the still tank. 

The overall length of the portable unit 
with the 6 x 12-inch cylinder is approxi- 
mately 20 inches, while the height is ap- 
proximately 16 inches and the weight 
approximately 70 lb. A cylinder of this 
size is designed to hold about two quarts 
of work. The equipment is supplied with 
pins in the hanger arms, as in the regular 
Mercil type cylinder. The user can ar- 
range to provide saddles on the tank 
into which the cylinder with the pins can 
be placed. 





Optimus Flat Conveyor Spray 
Washer 


A flat conveyor type spray washing 
machine adaptable for cleaning and simi- 
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spray operations, as well as for dry- : ° 
. ST hoon announced by the Optimus Lustrebright Improved Bright 


uipment Co., 133 Church St., Mata- H 
on i. J. The machine is designed to Nickel Process 


rapidly spray any parts which may be Featuring improvements which provide 
handled either in baskets, on racks, or for increased operating efficiency, the 
simply laid on the conveyor. Lustrebright Improved Bright Niekel 

According to the manufacturer, the Process now being offered by the W. C. 
Optimus Flat Conveyor Spray Washer Brate Co., 16 Market St., Albany, N. Y., 
can be adapted to many different and _ is said to produce brilliant, lustrous, ad- 
dificult problems, with little labor re- herent deposits without subsequent color 
quired for loading or servicing. Alkaline, buffing or burnishing on all sizes and 
acid, solvent type, air drying, oil spray, Classes of highly colored work. Easy to 
and many similar operations can be Control, the process is claimed to afford 


handled. Any type of heating can be em- an ideal base for chromium, eliminating 
ployed, and the machine is available in Color buffing, recleaning, and reracking 
various sizes with any variety of horizon- Prior to the application of the chromium 
tal conveyor. plate. 

The Optimus Flat Conveyor Spray Designed to provide zinc die castings 


Washer features a long horizontal tunnel with a bright nickel deposit that may be 
located on top of a series of solution chromium plated, the Lustrebright Im- 
tanks. A continuous flat conveyor runs proved Bright Nickel Process is claimed 
the length of the tunnel, carrying parts to be unharmful to nickel plating solu- 
through a series of operations. Solutions tions of standard formula and to pro- 
are forced on the parts through a battery duce deposits that are not streaky and 
of spray nozzles by means of a powerful will not peel or become brittle. Described 
pump. The machine is self-contained but as having excellent throwing power, the 
may be connected to other equipment process requires no special equipment 
featuring conveyor-moved operation, but may be employed in still tanks, me- 
thus reducing parts handling to a mini- chanical barrels, or automatic machines 
mum, to obtain uniform results. 








For all appli- 


cations 
















If you have a plating problem—whether 
it's large scale production, or experi- 
mental—you'll find that it can be finished 
easier, faster and with greater profit if és P 
you use MGC Motor Generator Sets. equipment is best. 
They're available in a wide selection of 

models for every plating requirement. 
Special windings, ball bearings, compact single unit — are just a few 
features of MGC Motor Generator Sets that offer longer life, with maxi- 
mum efficiency and economy. MGC Buffers and Grinders—specially de- 
signed for plating applications. Write fer details on the complete line. 
Motor Generator Corp., Box PF-116, Troy, Ohio 

(Division of Hobart Brothers) 
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‘“‘One of the World's Largest Builders of Electric Generators'’ 
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Calesco Preheater 


Calesco Preheater 


Designed for applications 
requiring thermoswitch-con- 
trolled low temperatures 
within a plus or minus vari- 
ance up to 380 deg., the Ca- 
lesco Preheater shown here- 
with has been developed by 
the Delt-Calesco Co., Far 
Hills, N. J. The unit is said 
to be particularly useful in 
dehydrating industrial materials and in 
drying paints and metal finishes. 

The Calesco Preheater is open on all 
sides to permit released moisture to be 
dissipated and not confined to process- 
ing materials. The drawers of the unit 
are separtely removable from two sides. 
An Infra-Lectric Plate consisting of 
aluminum-carbon alloy elements fused 
into tempered glass forms the bed of each 
drawer, thus providing for allover even 
plate temperatures. Materials may be 
placed above or below the plate or rest 
directly on the surface. 





Mabor Dip-Agitor 


A dip-agitating machine for metal 
cleaning has been developed by the Ma- 
bor Co., Walnut St., Clark Township, 
Rahway, N. J. The drive mechanism, 





which is mounted in a removable frame, 
utilizes only two bearings and balances 
the weight of the parts by means of a 
knee that rests next to the bottom of the 
equipment, outside of the tank. Accoré- 
ing to the manufacturer, the drive mech- 
anism does not impose stress on any part 
of the machine, even when fully loaded, 
and can be removed, replaced, or cut off. 

Sturdily built, the Mabor Dip-Agitorcan 
be operated at high speed, handling a 
heavy load or a light load quickly and 
easily. Built in many standard sizes for 
wash and rinse, as well as in special di- 
mensions, the machine can be heated 
with steam, gas, oil, or electricity. 





M & W “Flashdur”’ Finishes 


Synthetic enamels and clear finishes 
that are designed to bake in a matter of 
seconds have been devel- 
oped by the Maas & 
Waldstein Co., Newark 4, 
N. J. The products, 
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known as ‘‘Flashdur,” 
are intended to help re- 
duce production sched- 
ules to a minimum by 
affording hard, tough, ex- 
tremely fast baking fin- 
ishes to manufacturers of 
metal products, such as 
instruments, com 
pacts, lipstick cases, 
lighters, cigarette cases, 
and so on. 

Flashdur is available 
in clear, black, white and 
most colors. 





Mabor Dip-Agitator 
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Chlorimet Nos. 2 and 3 Corro- 

sion-Resisting Alloys 

The Duriron Co., Inc., Dayton 1, Ohio, 
announces the development of two nickel- 
pase corrosion-resistant alloys designated 
as Chlorimet No. 2 and Chlorimet No. 3. 
Chlorimet No. 2 consists primarily of 
nickel and molybdenum which combine 
to provide an alloy that is described as 
having excellent mechanical properties 
and resistance to the corrosive action of 
numerous acids, particularly hydrochloric 
in all concentrations and temperatures, 
including boiling. Chlorimet No. 2 is also 
said to afford excellent service in sulfuric 
acids of 35 to 60 per cent concentration 
at temperatures up to and including boil- 
ing. Moreover, it is recommended for 
sulfuric acid between 60 and 100 per cent 
at temperatures not in excess of 176 deg. 
F. Excellent for hot sulfuric acid under 
reducing conditions, the alloy is further 
claimed to efficiently handle wet hydro- 
gen chloride gas. 

Chlorimet No. 3 consists primarily of 
nickel, chromium, and molybdenum, a 
combination which is said to provide an 
alloy having excellent mechanical prop- 
erties and unusual resistance to most 
acids, particularly under oxidizing con- 


ditions. According to the manufacturer, 
Chlorimet No. 3 safely handles hot sul- 
furic acid solutions in concentrations less 
than 35 per cent and at temperatures up 
to 176 deg. F. It is also said to withstand 
ammonium chloride, sodium chloride, 
zinc chloride, nickel chloride, and hypo- 
chlorite bleaches (at room temperatures 
not over 105 deg. F.). 

Chlorimet No. 2 and Chlorimet No. 3 
are available in the form of engineered 
equipment such as pumps and valves. 


*“Dustkop” Improved Model 


1150 Dust Collector 


Improvements in the ‘‘Dustkop’’ Model 
1150 Dust Collector which are designed to 
increase its efficiency under the extreme- 
ly heavy dust loads associated with pro- 
duction buffing and polishing work are 
announced by the Aget-Detroit Co., First 
National Bank Bldg., Ann Arbor, Mich. 
Though still retaining the combination of 
cyclone separator and spun glass filter 
as first and second stage air cleaners, the 
unit includes three new features; name- 
ly, a high compression filter, a new type 





NOW, CLEAR PLASTIC HULL CELLS 











ARE READY! 





SEE 


IT PLATE 
AND COVER! 


(For solutions up to 
165° F.) 














HULL CELL TEST SET 
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1F YOU PLATE 


Brass, Cadmium, Chromium, Copper, Nickel, Silver, Tin, Zinc 
YOU CAN’T AFFORD NOT TO USE THE HULL CELL 
To Control Your Plating Baths 


R. O. HULL & COMPANY 
1279 West Third Street 
Cleveland 13, Ohio 





““YOUR PLATING IS 
BEST WITH THE 
HULL CELL TEST” 
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filter seal, and a cyclone stack deflector. 

The high compression filter has the ef- 
fect of stopping all the particles of lint 
and polishing dust at its source rather 
than permitting partial entry into the 
filter as in the case of dry grinding dusts 
which could be shaken out by the hand 
crank. As the result, the light lint and 
dust which are not taken out of the air 
stream by the cyclone form a mat on the 
underside of the cylinder. This mat is 
allowed to build up and, in so doing, au- 
tomatically becomes a filter of its own, 
stopping additional dust and lint. When 
sufficient thickness of mat has been 
formed, the suction at the intake hood 
diminishes. This is evidence that the 
mat should be removed. 

Removal of the mat is accomplished by 
shutting off the power, lifting up one 
end of the filter assembly, and simply 
stripping off the mat of dust and lint and 
discarding it. The cylinder is then latch- 
ed back into position and the unit is 
ready for service. 


While the light additional pressure cre- 
ated by the use of the higher compression 
filter is so nominal that it is difficult to 
measure with standard air measurement 
instruments, a sponge rubber seal is pro- 
vided at the filter edge to ensure an ef- 
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Why try to protect 
finely machined 
parts with any old 
rag or paper? 


PRECISION 


Dust Caps & Thread Protectors 
Save their low cost in time alone! No hunting 
around. Efficiently safeguard parts inside and 


out, from rust, dust, moisture, grit, and rough 
handling. For all shapes. 





Send for samples. 


PRECISION PAPER TUBE CO. 


2053 W. Charleston St. Chicago 47, Ill. 
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‘‘Dustkop’’ Improved Model 1150 Dust 
Collector 


fective seal at all times. A deflector po- 
sitioned at the outlet of the cyclone stack 
distributes the dust-laden air uniformly 
so that there is no direct stream of air 
against any single area of the filter, 
thereby permitting the mat of lint to 
form evenly and uniformly over the 
underside of the filter. 





Enthone Brass Cleaner 


Enthone, Inc., 442 Elm St., New Haven 
2, Conn., has developed an alkali cleaner 
to be known as Enthone Brass Cleaner. 
According to the manufacturer, the 
cleaner has high detergent characteris- 
tics and, in addition, has no tarnishing 
action on active metals, including cop- 
per, brass, bronze nickel, silver, tin, and 
lead, thus making it useful as a general 
plating room cleaner for the cleaning of 
steel and the metals listed. 

Claimed to possess high detergent qual- 
ities for soak or electrolytic cleaning, En- 
thone Brass Cleaner can also be used for 
scrub cleaning since it does not contain 
strong alkalis. A feature of the cleaner 
is the long life during operation due to 
stable surface active materials and buf- 
fered alkali balance. 
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Green Model No. 725S1C 
Portable Bench Rectifier 


Designated as the Model No. 725SIC, a 
pench type rectifier featuring unusually 
lightweight and portability, thus making 
it ideal for laboratory and industrial ap- 
plications, as well as for battery charg- 
ing, has been announced by the W. Green 
Electric Co., Inc., 130 Cedar St., New 
York, N. Y. A complete d.c. power supply 
source with a capacity of 150 watts, the 
rectifier has cabinet dimensions of 14 x 
14 x 9 inches and weighs approximately 
45 lb. The output is adjustable from 0 to 
6 volts and has a continuous capacity of 
25 amperes. 

Having no moving parts and designed 
to operate noislessly, the Model 725SIC 
is convection cooled and has a single- 
phase full-wave circuit utilizing a quad- 
ruple protected selenium rectifier ele- 
ment of practically unlimited life. A 
heavy duty rubber cord and plug are in- 
corporated to match any standard a.c. 
outlet, and the rectifier is equipped with 
an on-off switch of the magnet circuit 
breaker type which provides input pro- 
tection. 

Additional features of the unit include 
a panel-mounted fuse in the d.c. circuit 





Green Model No. 725S1C Portable Bench 
Rectifier 


to provide output protection; pilot lamp 
with removable jewel for lamp replace- 
ment; continuous range voltage control 
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MASKING TAPE 


ELIMINATES 


4 PANOCO Dc-Cu 
. t 


Save COSTLY PRODUCTION TIME / 






REWORK AND 
TOUCH-UP TIME 


Protect surfaces in spray- 


ing, plating. buffing and 
polishing operations, this 
modern, easy way. Speed 
work preparation. 


RESISTS HIGH TEMPERATURES | TA 
PANOCO MASKING TAPE parer'nov. mec. co. 


905 CARROLL STREET, 
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transformer; large voltmeter with accu- 
racy rating of two per cent full scale, 
connected across the output terminals and 
with matching ammeter that indicates 
output current; and color-coded output 
terminals to facilitate connection. 


Stanwood Fixture for Enameling 
Tank Heads 


Extra service life, convenience, and 
thorough circulation of heated atmos- 
pheres are said to be provided by an 
extremely lightweight fixture designed 
by the Stanwood Corp., 4819 W. Cortland 
St., Chicago 39, Ill., for handling dished 
tank heads for hot water heaters through 
procelain enameling furnaces. The fix- 
ture is constructed to hold six tank 
heads, each of which is supported at only 
four points so as to minimize bearing 
surfaces and permit thorough circulation 
for complete heating of all surfaces. 
Tank heads can be inserted from any 
side of the fixture as a result of its open 
design. 

The Stanwood Fixture is reversible for 
“double duty’’ service. As soon as stress- 
es set up warpage in one direction, the 


GRAINLOCK 
CEMENT 
WITH SERVICE! 








Ask for a demonstration by 
our distributor in your locality 


Allied Industrial Products Co. - - - - - Chicago, Illinois 
Chas. F. L'Hommedieu & Sons Co. - - - Chicago, Illinois 
Chas. F. L'Hommedieu & Sons Co. - Los Angeles, California 
Canadian Hanson & VanWinkle Co., Toronto, Ontario, Canada 
Lea Manufacturing Co. - - - - - Waterbury, Connecticut 
Mill Supply & Machinery Co. - - - - St. Louis, Missouri 
0 eee GO, = «6 ss Grand Rapids, Michigan 
Abrasive Tool & Supply Co. - - - - Cleveland, Ohio 


INDUSTRIAL LUBRICANTS CO., INC. 


5736 TWELFTH ST DETROIT 8, MICH 
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Stanwood Fixture for Enameling Tank Heads 


fixture is simply inverted. The fixture is 
of strong welded construction of Inconel 
tubing and special high nickel-chromium 
frame and brackets. 





Panoco Masking Tape 


A die-cut masking tape which is claim- 
ed to be particularly useful in finishing 
operations is now being supplied in any 
shape or size to meet individual require- 
ments by the Panoco Masking Tape Di- 
vision, Paper Novelty Manufacturing Co., 
505 Carroll St., Brooklyn 15, N. Y. Its 
ease of application is said to speed up 
production as it protects surfaces in 
plating, painting, buffing, and polishing 
operations. 

According to the manufacturer, Panoco 
Masking Tape is now being widely used 
in the manufacture of compacts, vacu- 
um cleaners, electric irons, and numer- 
ous other items where surface protection 
is important during assembly. The tape 
is designed to resist high temperatures 
and to protect surfaces from screw driv- 
er mars, wrench scratches, and so on, 
thereby reducing reworking and touch- 
up time to a minimum. 
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Screening Nozzle for Kidde Car- 
bon Dioxide Fire Extinguishing 
Equipment 
For added fire protection, a screening 
nozzle which is designed to cut off or 
“screen” a fire’s oxygen supply is now 
available for use with standard carbon 
dioxide fire extinguishing systems manu- 
factured by Walter Kidde & Co., Inc., 
Belleville, N. J. The compact nozzle is 
said to effectively keep down the oxygen 
content of air in rooms or enclosures 
which are not completely closed off from 
adjacent parts of industrial plants. Open- 
end cleaning booths, dip tanks, and fan 
openings are examples of areas which 
often require screening when fire breaks 
out since in-drafts often suck air to the 

blaze, feeding the flames. 

The Kidde Screening Nozzle is de- 
signed to throw a curtain of carbon di- 
oxide across openings and is arranged 
for operation in conjunction with a built- 
in extinguishing system, using the same 
high-pressure gas supply and piping. The 
screen provided by the nozzle is a double 
one. One blast of snow-white gas shoots 
straight across the opening, while a sec- 
ond series of jets aims at an inward angle 
to dilute air which gets past the first 





Screening Nozzle for Kidde Carbon Dioxide 
Fire Extinguishing Equipment 


screen. According to the manufacturer, 
the nozzle not only screens a fire’s oxy- 
gen supply but also tends to stop the fire 
from spreading to nearby areas. 














ELECTROPLATING becomes scientific with the 
R-A SELENIUM RECTIFIERS! 


F MONS oo saao 2000 amperes A ee 2000 amperes 
PVG Ss sssce 1000 amperes Oi NONEE secs: 1500 amperes 
PNOUS cscs. 1500 amperes Ce 1000 amperes 
> || re 500 amperes ONES is ccc 500 amperes 


18/9 volts....500/1000 amperes 12/6 volts... .500/1000 amperes 


Make your selection of these completely self-contained Selenium 
Rectifiers with meters, off-on switch and stepless variable control. 
Standard units can be used in multiple arrangements to obtain 5000 
and 10,000 amperes or higher. 


WRITE TODAY FOR THE R-A WAY 


Rectifier Division 


RICHARDSON-ALLEN CORPORATION 


15 West 20th St., New York 11, N. Y. 
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Eclipse “46”? Heavy Duty 
Spray Gun 


The Eclipse ‘‘46,’’ a heavy duty spray 
gun designed specifically for the appli- 
cation of very heavy materials at high 
speed, is announced by the Eclipse Air 
Brush Co., 424 Park Ave., Newark 7, 
N. J. Said to require minimum air volume 





Eclipse ‘'46’’ Heavy Duty Spray Gun 


and pressure consistent with the job for 
which it is intended, the gun, according 
to the manufacturer, easily handles roof- 
ing compounds, fibrated bitumastics, 
emulsified asphaltums, and other ordi- 
narily difficult-to-spray materials. 

The fluid connection is a standard %- 
inch pipe thread. From this point to the 
fluid outlet is a 45-deg. angle, thus pro- 
viding for an unrestricted flow of ma- 
terial. The fluid valve has an ¥%-inch 





RANDALL for TANKS 
ALLOY — RUBBER — LEAD 
GAS—STEAM—ELECTRIC HEATED 


—DEGREASERS— 
POLISHING LATHES 
EXHAUST SYSTEMS 


RANDALL WELDING WORKS 
410-412 E. 93rd St. New York 28 
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travel so as to eliminate obstructions 
when the gun is wide open in operation, 

The Eclipse 46 Spray Gun is said to be 
extremely fast in action and is built for 
rugged, heavy duty use. 





*Lithcote” Corrosion-Resistant 
Coating 


‘‘Lithcote,’’ a multiple-coat non-vitre. 
ous enamel-like finish which is especially 
applicable to fields where the corrosion 
of equipment is an important impedi- 
ment to production, is now being mar- 
keted by the Bedford Development Corp, 
230 Park Ave., New York, N. Y. In ad- 
dition to use on pulp and paper mill 
equipment, the coating can be applied to 
food processing equipment, pharmaceuti- 
cal tanks, process and storage equipment, 
petroleum tanks, chemical tanks and 
tank cars, and so on. 

Lithcote is sprayed on equipment and 
baked, producing a non-porous, glass-like 
surface. Usually only hot water and a 
brush are said to be required to clean 
equipment that has been Lithcote-treat- 
ed. However, steam sterilization may be 
utilized where necessary. 





Manhattan Flexible Polishing 
Wheel 


The Manhattan Rubber Division of 
Raybestos-Manhattan, Inc., Passaic, N. 
J., announces the addition of a flexible 
polishing wheel to its line of Manhattan 
polishing and finishing wheels. Accord- 
ing to the manufacturer, the unusual 
flexibility and ‘‘cushion”’ action of the 
wheel is due to the fact that the wheel 
is bonded with a special! modified com- 
pound of Neoprene impregnated with 
abrasive grain. Depending on its ulti- 
mate application, the wheel can be va- 
ried over a wide range of densities. 

Featuring a combination of porosity 
and soft bond which is said to provide 
for the production of excellent finishes, 
the Manhattan Flexible Polishing Wheel, 
due to the nature of its soft bond, is 
recommended for operation at a speed 
not in excess of 3,000 s.f.m. The wheel 
can be used for finishing stainless steel, 
non-ferrous and precious metals, and is 
supplied in the finer abrasive grain sizes 
or with pumice, rottenstone, or other 
mild abrasives. Blocks and rubbing pads 
made of the same composition as the 
wheel can also be obtained. 
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*Krink-A-Lac”’ 

The Western States Lacquer Corp., 5000 
E. Washington Blvd., Los Angeles 23, 
Calif., announces the development of 
“Krink-A-Lac,’’ a paint product having 
the appearance of a wrinkle finish but re- 
quiring no heating or baking or special 
gun for application. The material can be 
applied with ordinary spray equipment 
to metal, plastic, and other types of sur- 
faces using 30 to 40 lb. air pressure on 
the nozzle and sufficient feed pressure to 
blow the lacquer out at the desired feed 
rate with the needle valve of the gun 
wide open. 

According to the manufacturer, Krink- 
A-Lac air dries in 30 minutes and is 
jdeal for covering rough or imperfect sur- 
faces and for producing a ‘‘wrinkle’’ fin- 
ish on objects that cannot be safely or 
conveniently subjected to the heat of a 
baking oven. Specific uses include the 
covering of rough metal surfaces of cast- 
ings with a hard, attractive finish .that 
is said to resist chipping, as well as ~n- 
riching the appearance of metal producis 
and toys. Another important application 
of the material is a ‘‘safety tread’’ on 
ladders, scaffolds, and so on, where its 
long wearing wrinkle finish is claimed 
to minimize the risk of slipping or fall- 
ing. 

Krink-A-Lac is available in 17 colors, 
including variations of most standard 
colors, plus metallic silver and gold. For 
added appeal and ease of cleaning, a clear 
lacquer may be sprayed over Krink-A- 
Lac. In addition, novel effects may be 
obtained by wiping with various colors 
in oil to produce attractive two-tone com- 
binations and unique variations before 
spraying on the clear gloss or flat lac- 
quer. 


Foamite Airfoam-Generating 


Nozzle 


Measuring only 2% inches in diameter 
at the widest part of the barrel, a foam- 
making nozzle for fire fighting, to be 
known as the Foamite Airfoam-Generat- 
ing Nozzle, is now being manufactured 
by the American-LaFrance-Foamite 
Corp., Elmira, N. Y. Fast in action, easy 
to operate, and light in weight, the noz- 
zle mechanically creates air foam through 
a scientific mixing of water, air and 
Foamite Airfoam liquid within the noz- 
zle and discharges the combined ingred- 
ients through the tip. 

The Foamite Airfoam-Generating Noz- 
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Of KALAMAZOO 


BACKSTANDS 


CONVERT 
GRINDERS-POLISHERS 
into high production 


ABRASIVE BELT UNIT 










No. 3 
Back- 














Hammond Variable Spee 
Polishing Lathe and No. 
Backstand installation. 


d 
3 








1622 Douglas Ave. e Kalamazoo 54, Mich. 








Louw Power 
EXHAUST FANS 


When economy 
counts, DIXIE LOW 
POWER EXHAUST 
FANS assure long 
service under heavy 
loads. Every instal- 
lation is guaran- 
teed to give satis- 
factory perform- 
ance — 





Write for Complete Details 
MFG. CO., INC. 
1310 Russell St. Baltimore, Md. 
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Foamite Airfoam-Generating Nozzle 


zle is said to be especially ideal for ex- 
tinguishing fires in flammable oils, 
paints, varnishes, and so on. It is a dual- 





Harrison 4-A Products 
SUPERIOR COMPOUNDS 
for 
Cutting—Cut and Color 
Mirror Finishing 
Mean 


FASTER CUTTING 
INCREASED PRODUCTION 
GREATER ECONOMY 





Write us for samples 
fo meet your special needs 


HARRISON & COMPANY 


Haverhill, Mass. 
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purpose nozzle since it can be operated 
for either a foam stream or clear water 
stream at the option of the operator by 
simply removing the pickup tube from 
the Airfoam liquid. 





Devoe Brush Shampoo 


Said to be equally efficient for remoy- 
ing hardened paint, lacquer, varnish, 
shellac, or enamel from paint brushes, 
a cleaner to be known as Devoe Brush 
Shampoo is now being marketed by the 
Devoe & Raynolds Co., Inc., 44th §t, 
and First Ave., New York 17, N. Y. Easy 
to use and having a pleasant odor, the 
cleaner, according to the manufacturer, 
is non-injurious to hog bristle or nylon, 
setting compound, or painters’ hands, 
and is designed to remove hardened paint 
down to the heel of the brush. 


Being a concenrate, fast results are 
said to be assured in using Devoe Brush 
Shampoo, which can also be reduced with 
equal parts of water if desired. An out- 
standing advantage claimed for the prod- 
uct is that brushes cleaned with the 
shampoo can be rinsed under a faucet 
without staining the sink or wash basin. 
The cleaner is available in pint size con- 
tainers. 





Rust-Oleum R-9 Rust Preventive 


Designed to provide all-weather pro- 
tection against rust to journals, cast- 
ings, driving rods, machined surfaces, 
and finished parts, a liquid rust preven- 
tive designated at R-9 has been intro- 
duced by Rust-Oleum, Box 110-CD, 
Evanston, Ill. The product is described 
as an easy-to-apply and easy-to-remove 
rust preventive that is particularly de- 
signed to safeguard highly finished sur- 
faces against rusting when in storage— 
indoors as well as outdoors. 

Readily applicable with a brush, Rust- 
Oleum R-9 Rust Preventive, according to 
the manufacturer, dries within 72 hours 
after application, will not rub off, can be 
wiped clean with gasoline, mineral spirits 
or with any solvent even in temperatures 
as low as 30 deg. below zero, and is non- 
toxic to abrasions or cuts on the hands. 
The coating formed by the material on 
application is said to be tough and pliant 
and to exclude moisture for extended 
periods. R-9 is available in 5-gallon cans 
and 55-gallon drums. 
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**Seal-Peel”’ Coating 


A plastic packaging and protective 
coating for production packaging and 
toolrooms, to be known as ‘‘Seal-Peel,”’ 
is now being marketed by Seal-Peel, Inc., 
9933 Hammond Bldg., Detroit 26, Mich. 
According to.the manufacturer, the ma- 
terial can be easily applied to tools, 





Products to which Seal-Peel plastic has 
been applied 


gages, mechanical metal devices, special- 
ized items, and so on, providing protec- 
tion against rust and corrosion, conden- 
sation, chipping or scratching, moisture 
penetration, rough handling, tampering, 
and the elements. It is claimed to remain 
soft and pliable for years, never becom- 
ing brittle and can be easily removed by 
simply slitting the protective coating with 
the fingernail or with a sharp instrument. 

Seal-Peel is described as non-toxic, 
economical, safe, transparent, clean and 
easy to work with, free of obnoxious 
odors, and non-explosive. The thin trans- 


parent coating afforded by Seai-Peel is 
said to withstand pressures up to 600 lb. 
per square inch and to be unaffected by 
temperatures ranging from 120 deg. be- 
low zero to 160 deg. above. Moreover, it 
is claimed to be non-conductive and im- 
pervious to salt spray and acids. 

Supplied in small solid blocks, Seal- 
Peel is melted in electrically heated pots 
or vats and the materials to be coated 
are dipped by hand or mechanical means, 
depending upon the quantities involved. 
The plastic coating is said to dry instant- 
ly upon removal of the parts from the 
vats. 


“THE SIMPLICITY 
ANODE” 


A heavy cast anode for 
chromium plating that 
provides: 


1. Ample cross section for 
Conductivity. 

2. A novel design that pro- 
vides considerable edge 
length and provision for 
solution circulation. 


3. A heavy hook that makes 
positive screw contact 
and which can be used 
over and over again. 





Write for further informa- 
tion to 


METALLURGICAL 
PRODUCTS CO. 


35TH AND MOORE STREETS 
PHILADELPHIA 45, PA. 


Established 1909 


Manufacturers of Copper- 
Brass-Lead Anodes 














PRODUCTION 


wood, etc. Write for further details. 





HIGH SPEED CENTERLESS FEED 
TYPE A POLISHING MACHINE 


A better finish at a lower cost and unskilled labor is one of the 
outstanding features offered by the PRODUCTION POLISHING 
MACHINES. Small articles in cylindrical forms may be fed auto- 
matically without centering, chucking or holding by using hopper 
fixtures. Has an unlimited range of work on metals, fiber, rubber, 


PRODUCTION MACHINE CO. 


e GREENFIELD, MASS. 
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Staynew Radial Fin Sump Type 
Liquid Filter 

Designed to solve difficult liquid filtra- 
tion problems, a radial fin sump type 
liquid filter has been added to the line of 
Staynew filters marketed by the Dol- 
linger Corp., 53 Centre 
Park, Rochester 3, N. 
Y. Compactly con- 
structed, the filter is 
said to be ideal for 
use wherever liquids 
are collected, filtered, 
and recirculated. 

Designed to protect 
pumps by providing 
clean liquid at the 
point of use, the Stay- 
new Sump Type Liq- 
uid Filter includes a 
radial fin insert which 
is said to provide a 
maximum effective fil- 
tering area in a mini- 
mum space and which 
can be quickly removed from the line by 
unscrewing one wing nut. The design of 
the filter also includes a slip-on insert 
cover. A wide selection of filter media is 
available to suit varied conditions, most 
filter media being cleanable. 





Staynew Radial 
Fin Sump Type 
Liquid Filter 


Enthone Emulsion Cleaner 
EC-75 


Enthone, Inc., 442 Elm St., New Haven, 
Conn., has developed an emulsifiable sol- 
vent cleaner designated as Enthone 
Emulsion Cleaner EC-75. The product is 
recommended for the removal of oil, 
buffing compounds, and other organic 
dirt, as well as solid dirt, from all types 
of metals, including active metals such 
as zinc, aluminum, brass, and nickel 
silver. One of the outstanding advantages 
claimed for the product is that it will 
not harm alkali cleaners when it is drag- 
ged into them but actually increases the 
cleaning ability of such cleaners. 

Enthone Emulsion Cleaner EC-75 is 
used undiluted and is described as a 


penetrating solvent having high deter. 
gency and emulsifiability. Additional aq- 
vantages claimed for the product are 
that it is self-dispersing and rinses off 
quickly; is safe for aluminum, copper, 


. brass, zinc, iron, and magnesium; cleans 


steel fast, with alkali cleaning eliminate 
for phosphate treatments, blackening, or 
organic finishing; requires no heating fa- 
cilities; lasts unusually long, and is not 
spoiled by oil contamination. 


Midget Work-Holding Spinner 
No. 221M 


Maximum speed and uniform results in 
polishing and buffing small round, cylin- 
drical, and flat circular parts are said to 
be obtained through the use of the Mid- 
get Work-Holding Spinner No. 221M ij- 
lustrated herewith, product of The Man- 
derscheid Co., 810 Fulton St., Chicago 7, 
Illinois. 

Measuring 7 inches long and weighing 
6 ounces, the spinner is designed to pro- 
vide for quick and uniform polishing of 
small parts, such as jewelry, fountain 
pens, and so on, with minimum operator 
fatigue. The housing is fully enclosed to 
exclude dust and grit from the interior 


| 








| 


Midget Work-Holding Spinner No. 221M 


of the unit. The one-piece shaft and 
brake assembly operates in grease-pack- 
ed and sealed ball bearings, which are 
mounted in precision-machined seats and 
protected from dust and grit by hous- 
ing closures. The shaft extension is \ 
inch in diameter x 1 inch long and is 
machined flat on one side for holding the 
fixture with an Allen screw. 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


KEYSTONE EMERY 


TURKISH — NAXOS — AMERICAN 
Write for Sample 


4316 Paul St., Phila., Pa. 
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“Tiz-Nu” Brushless Auto Paint 


A brushless auto paint to be known as 
“Tjz-Nu”’ has been placed on the market 
by the Tiz-Nu Corp., 673 S. Coronado 
Ave., Los Angeles 5, Calif. According to 
the manufacturer, the paint can be readi- 
ly applied by inexperienced workers to 
any automobile body with the aid of a 
piece of cheesecloth. 

The paint dries in one hour to flint- 
like hard finish that cannot peel, crack, 
or crumble, and can be waxed or polished 
if desired, it is claimed. 


Edmont Palm Coated Work 
Glove 


A knit wrist style work glove having 
the palm and fingers coated w:th Neo- 
prene to provide for extra long wear and 
resist water, oil, and other liquids is 
now being marketed by the Edmont Man- 





Edmont Palm Coated Work Gloves 


ufacturing Co., 509 Orange St., Coshocton, 
Ohio. The back of the glove consists of 
uncoated tan canton flannel to permit 
free ventilation and make the glove more 
comfortable and flexible during wearing. 

The Edmont Palm Coated Work Glove 
is claimed to be ideal for handling wet 
or moist objects, as well as abrasive 
materials such as stone, lime, and ce- 
ment. It is said to be an all-around work 
_ for rough abrasive work, wet or 
ry. 





Cooper Electro Plater 


A plating unit especially designed for 
the small manufacturing plant and serv- 
ice shop to be known as the Cooper Elec- 
tro Plater, is announced by the D. C. 
Cooper Co., 1467 S. Michigan Ave., Chi- 
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of KALAMAZOO 


"10/" Operations 
Made £asy! 





F-2 Bie. 


Esty, 


Bench or Floor Type 


Grinding, Polishing, Deburr- 
ing, Chamfering on irregular 
or regular shaped parts, also 
eliminate costly hand filing 
operations ! 














1622 Douglas Avenue @ Kalamazoo 54, Michigan 





EXHAUST UNITS «<" >, 


for Spray Booths 
and Hazardous 
Locations 






Fan Sizes 
12” to 42” 


Free 
Delivery 
C. F. M. 

900 to 29200 


Immediate Deliveries from Stock. 
Also Manufacturers of a complete line of 


waterwash and dry type paint spray booths 
with accessories. Send for details. 


M. & E. Manufacturing Co. 
2571 Winthrop Ave. 


Indianapolis e Indiana 
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Cooper Electro Plater 


cago 5, Ill. Useful in performing cadmium 
and other plating operations, the unit is 
completely self-contained and can be ef- 
ficiently employed by unskilled operators. 

The design includes a circuit of trans- 
formers and copper oxide rectifiers 
which converts 110-volt alternating line 
current to 6-volt direct current that is 
applied to cadmium anodes through a 
heavy copper bus and cable. Anodes are 
suspended from conveniently demount- 
able holders in a welded steel tank meas- 
uring 12 inches wide x 24 inches long x 
15 inches deep. 

Parts being plated are hung in the plat- 
ing solution from hooks suspended from 





GOLD PLATING SOLUTIONS 


In All Colors 
Guaranteed 100% Pure Gold Content 
Troy Weight - Color Constant 
Tarnish Resistant 
Proven Quality by the Acid Test 
Write or call our experts about your 
plating problems 


Davis-K-Products Co. 
114 Lexington Ave., New York 16, N. Y. 
Lexington 2-7360 
2-5816 
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crosspieces carefully designed for maxi- 
mum contact surface and freely movable 
along the length of the tank by virtue of 
unique sliding contacts. Current ranging 
from 0 to 30 amperes is read from a 
large ammeter dial and controlled by a 
tap switch, both of which are mounted 
together with the main toggle switch on 
a panel built into the face of the unit. 
Rectifiers, transformers, ammeter, 
switches, and other electrical components 
are of high quality and are carefully de- 
signed within a sturdy all-welded steel 
frame. 

The Cooper Electro Plater requires a 
floor space of 25 x 25 inches and meas- 
ures 36 inches high overall. Designed to 
draw from 2 to 30 amperes when in oper- 
ation, the unit requires no installation 
other than plugging the line cord into a 
110-volt a. c. outlet. 


*Lektromesh”’ 
The C.O. Jelliff Mfg. Corp., 124 Pequot 


Rd., Southport, Conn., announces the . 


availability of ‘‘Lektromesh”’ to industri- 
al users of metal screening and filter 
cloth. A one-piece solid metal product 
with no woven or other foundation struc- 
ture, Lektromesh cannot ravel and is ex- 
tremely resistant to tearing, the manu- 
facturer states. Hole diameters are 
claimed to be extremely accurate, and 
the screen is said to present a smooth 
surface finish equal to that of perforated 
mesh. 

Stiff, strong and wear-resistant, Lek- 
tromesh can be readily fabricated by 
drawing, stamping, welding, soldering, 
and other secondary operations. A wide 
variety of mesh patterns can be produced 
in various metals. Meshes produced vary 
from 40 to 400 mesh. 





AO Face Shield 


A shield which is designed to provide 
overall face protection in chemical hand- 
ling and other operations is announced 
by the American Optical Co., South- 
bridge, Mass. The shield is also said to 
provide protection against the impact of 
flying particles and splashes of acids, 
oils, alkalis, hot water, and so on. 

The extra large window, which meas- 
ures 18% x 10 inches, is made from 0.040- 
inch thick cellulose acetate and is con- 
structed to extend completely around the 
face, even covering the ears. A fiber 
headguard protects the upper forehead 
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AO Face Shield 


and covers the entire top of the head as 
an additional safeguard against injury. 
The headgear is made for comfort and 
long wear. The band slides within a fiber 
sleeve in back, thus permitting easy ad- 


justment to varying head sizes. A metal 
knob allows for quick adjustment. In 
front, the headgear is provided with a 
genuine leather sweatband to absorb 
perspiration. Positive friction joints are 
said to hold the window firmly in an ‘‘on”’ 
or “off’’ guard position. 





Anti-Fouling Paint 


A paint which is designed to protect 
the bottoms of ships from barnacle infes- 
tation and eliminate the necessity of fre- 
quent dry docking to remove barnacles 
and other marine growth has been devel- 
oped by the Battelle Memorial Institute, 
Columbus, Ohio, and is now being manu- 
factured by the Amercoat Division, 
American Pipe & Construction Co., P. O. 
Box 3428, Terminal Annex, Los Angeles 
54, Calif. The effectiveness of the paint 
is said to be due to metallic copper which, 
in combination with other ingredients, 
renders the painted ship hull poisonous to 
marine-life attack. 

According to the manufacturer, the 
paint has proved effective in preventing 
barnacle infestation in fouling water for 
as long as two years and may be used 
over either metal or wood, providing 
equally effective protection in both cases. 





Mc Keon’s 
Za tS. Z h 2 
Strips Copper 
No etch 


No dangerous fumes 
No trouble 


Guaranteed 
Answers Free. 


SULPHUR PRODUCTS CO. 


Greensburg 6, Pa. 











LOOK AT THAT! | 


‘That’ is a load of 
overspray 3%,” thick, 
STRIPPED off a booth 
whose walls were pro- 
tected with DOSTER 
BOOTH KOTE. It keeps 
booth walls clean. 
Does not powder or 
flake. 





JUST DAUB IT ON— 
And, when loaded with 
overspray deposit— 
JUST STRIP IT OFF as 
easy as peeling a ba- 
nana. 





Stop worrying about your spray booths— 
send in today for 5 gals. of 


DOSTER BOOTH KOTE 


and prove ifs economy and superiority. 
5 gallon Pails at $1.25 per gal. F. O. B. 


DOSTER & CO. 


4840-A W. Superior St. CHICAGO 44, ILL. 
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By J. A. Patterson 
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‘“‘What difference should it make to him how well 
we're covered?” 
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